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ESTABLISHED 1874 


“The Best ts the Cheapest” 


There is no motto which applies better to 


Foundry FacinesanefSlactings 


No. 702 Pure Ceylon Plumbago 
Reliance BlacKing 
‘*‘Esso”’ Plumbago Core Wash 
Cream Talc 























Special Brass Facings 
Peerless Steel Facings 
Sea Coal or Bituminous Facings 


Manufactured exclusively by 


Tt 5. OBCAMATER C0. 


Cincinnati Chicago Pittsburg 








E are the largest manufacturers of Foundry Facings and 
Blackings in the world. Capacity of our three plants 


OVER ONE HUNDRED TONS PER DAY. 

















































/ 
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Now is the Time to Save and 
Make Your Foundry Profitable 


You can do this by adopting all 


MODERN AND UP-TO-DATE LABOR SAVING 
DEVICES USED IN HANDLING AND 
MELTING OF METALS 





These are fully illustrated in our 


GENERAL CATALOGUE No. 40A 


just published and ready for dis- 
tribution and sent on request 
with express charges prepaid 
to any foundryman in the world 


THE S. OBERMAYER CO. 


| CINCINNATI, O. | 
| CHICAGO, ILL. | 
PITTSBURG, PA. 


Cable Address: “Esso’’ Cincinnati, O., U.S.A. A. B. C. Code 


“Everything You Need in Your Foundry 
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Cupola Construction 


All that was Best in the 
old Colliau Cupola, with 
Every Improvement sug- 
gested by long experience 
added. 
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“TRE FOUNDRY 








J . W. Paxson Co. 








N the next 


issue of this 





Journal an 
improvement in 
PAXSON - HALL 
Molding Machine 


will be illustrated. 


We solicit inquiries, and a visit 
to our works where they may 


be seen in operation daily. 


Taking less floor space, and 
having an automatic air supply 
valve, to prevent accident to 
operator and mold are two of 


many points of merit. 


OPERATED 





BY 


COMPRESSED AIR 


Our Stock of “‘ Every:Thing You Need’’ to equip 
your Foundry is replete and up-to-date. 

















PHILADELPHIA, PA. 
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CORES 


FROM %5" TO G/2" IN DIAMETER: - 


ANY LENGTH DESIRED | 

MOST DURABLE € ACCURATE BOX MADE 
HAS NO EQUAL - 

ENS CO BREAK OF 


SEND FOR DESCRIPTIVE PAMPHLET 


THE J-D-SMITH FOUNDRY SUPPLY CO. 


SOLE MANUFACTURERS 
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OUR REPUTATION FOUNDED ON MERIT, NOT AGE 



















We hcnestly believe that our 
goods are SUPERIOR to those 


you are now using. We want 


We claim to make the BEST 
PLUMBAGO, FOUNDRY 
FACINGS and SUPPLIES 
produced in the United States 
today. This is 2 BROAD 


statement, but the truth permits 









you to know this, you to be the 





judge and decide upon the merits 





of our claim, after a thorough 





. : : 2 a . ' . 
af os qualifications ; we cither triai in your own shop on your 


DO or we DON’T. 





own work. 










Equipments 
and Supplies 


The 
Hill 


Ground 
Goods 


PLUMBAGO 

















CUPOLAS 































INDIA SILVER LEAD LADLES 
GRAPHITE FIRE BRICK 
FOUNDERS’ PERFECT SHOVELS 
WASH RIDDLES 
CORE WASH BELLOWS 




























HEAVY MACHINE 
FACING 

RHODE ISLAND FACING 

HEAVY STOVE-PLATE 
FACING 

RETURN FACING 

CHARCOAL FACING 

INGOT MOLD WASH 

XXX MINERAL FACING 

SOAPSTONE OR TALC 

COKE BLACKING 

PIPE BLACKING 

BOLTED CEMENT 

SEA OR STONECOAL 


WHEELBARROWS 
HAND AND POWER SAND 
SIFTERS 
BRUSHES 
CHAPLETS 
PATTERN LETTERS 
FOUNDRY TORCHES 
SNAP FLASKS 
FOUNDRY BUCKETS 
MALLETS 
** SMOOTH-ON”’ 
CEMENT 
CRUCIBLES AND BRASS 
FOUNDERS’ SUPPLIES 


Griffith 
Co. 


Cincinnati, 


Ohio, U.S.A. 
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Correspondence 
Solicited 












We have the courage of our 











big Please bear in mind, our 
convictions—what we want you prices «re no higher than you 
to do is to give the goods a trial, are paying. We ask for your 
and if, after the test is made, pat onage on the basis of giving 


you a BETTER value for the 
SAME money. It’s only the 


first order we are asking for. 


you do not agree with us, we 
will charge you nothing for the 
goods, but will expense the cost 


to over-confidence. You will send the others. 
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AIR BALANCED 


NO JUMP 
OR JERK 


Will Handle the Most 
Difficult Moulding 


Made in sizes from 3” diameter 
450lb capacity, to 19” diameter 


20,000 fh capacity. 


PNEUMATIC ELEVATORS 
AIR COMPRESSORS 
OVERHEAD TROLLEY 
SYSTEMS 


Manufactured by 


Curtis & Co. Mfg. Co. 


ST. LOUIS 


Baird Machinery Co., - 

Strong, Carlisle & Hammond Co.,_ - 
Walter H. Foster, 
Hill, Clarke & Co., 


Pittsburg 
Cleveland 
New York 
Boston 
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Are You Using Our 


VULCAN BLACKING 


FOR DRY SAND 
AND LOAM WORK? 





If not 
TRY A BARREL OF IT 


and you will use no other 





Od 


qd The name VULCAN is our REGISTERED 
TRADE MARK and we warn manufacturers 
from using this name and others against pur- 
chasing any Blacking or Facing not sold by 
us, having this brand. 
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Foundry Supply Depot 


J. Ss McCORMICK CO. 
PITTSBURG, PA. 
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Ten Times Stronger Than Hand-Made Cores and Vented End to End. 























Grinder For Coning Cores. 


Standard Core Machine 


makes sizes % to 6 inclusive. A 6 in. 


diameter core 24 inches long in 15 
stock cores 


are made in 24 

in. lengths, baked, 

and coned with a special 
attachment, any length and any 
taper. All cores vented end to end, 


We are pioneers in the Core Machine Business 
and Core Machine Specialists 


THE FALLS RIVET & MACHINE CO. 


! _WH¥_L I CUYAHOGA FALLS, OHIO, U.S.A. 





Better Cores For Less Money. 




















The Wadsworth Improved Core Machine. 








— 











TRADE MARK. 


Our Dry Sand BlackKing 


The Standard of Foundry Excellence 


wo you useour DRY SAND BLACKING no time is wasted in investigation or 

experiment. The article is the result of a series of tests undertaken to find the best 
article obtainable for FOUNDRY FACING and the result gives us a blacking of the highest 
economic practical value. Anything having to do with the blackings or leads applied to mold 
dressing is directly of interest to us, for we deal exclusively in FOUNDRY FACINGS; 
make it our study and business. We could not afford to carry anything but strictly reliable 
goods and we are willing to send them on approval to be paid for when satisfactorily 
demonstrated their worth. 

THE OLD WAY was to let the cleaning department scrape and wire brush castings. 
THE NEW WAY is to have all this done, and well done by the molder when he applies 
VULCAN BLACKINGS to the mold. 

Insure yourself against defective castings, due to surface dirt, by using blackings for your 
moulds that are faithfully standing severe tests daily in many of the leading foundries and use 
the goods with the VULCAN stamp. It is a standard guarantee of material embracing every 
desirable merit necessary in facings in foundry practice. 





For sale in Car Lots or smaller quantities 


CEYLON, GERMAN AND AMERICAN GRAPHITES 
Always on hand ready for immediate shipment in car lots 


ANTHRACITE BLACKING FOR PIPE FOUNDRIES 
SEA COAL FACING in bags or barrels 


Give us a trial order 





Our prices are so low and our deliveries so prompt we will surprise you 








VULCAN FACING CO. Easton, Pa. 
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Pulley Moulding 
MACHINERY 


Built by THE E. A. DELANO CO. 50 to 56 S. Clinton St., Chicago, Ill. 





The above cut shows our No. 3 Pulley Moulding Machine with a complete 
equipment for making all sizes of iron pulleys from 26 in. to 36 in. diameter 
and any face. We make machines to cast any size and description of iron 
pulleys between 3 in. and 72in. Our catalogue P. M.-1 is yours for the asking. 





A Partial List of Representative Users of these Machines. 
Allis-Chalmers Co., Milwaukee, Wis. A. & F. Brown Co., New York City. 
The Jeffrey Mfg. Co., Columbus, Ohio. W. A. Jones Fdy. & Machine Co., Chicago, Il. 
Allis-Chalmers Co., Chicago, II. Holyoke Machine Co., W orcester, Mass. 
Falls Rivet & Machine Co., Cuyahoga Falls, Ohio. Erie City Iron Wks., Erie, Pa. 
Fraser & Chalmers, London, England. Continental Gin Co., Prattville, Ala. 
Golden’s Fdy. & Machine Co., Columbus, Ga. Henry Vogt Machine Co., Louisville, Ky. 
Webster Mfg. Co., Chicago, Il. Link Belt Machinery Co., Chicago, Tl. 
Woonsocket Machine & Press Co., Woonsocket, R. I. Grate Foundry Co., Aurora, Ill. 
Lane Mfg. Co., Montpelier, Vt. V.T. Eaton Mfg. Co., Libertyville, Ill. 
Franklin Machine Co., Providence, R. I. } Mae Pulley Mfg. Co., New Orleans, La. 
James Frake, Chicago, Ill. The National Machinery Co., Tiffin, Ohio. 
Baush Machine Tool Co., Springfield, Mass. De Loach Mill Mfg. Co., Atlanta, Ga. 
Pratt & Whitney, Hartford, Conn. Utica Steam Engine & Boiler W orks, Utica, N. Y. 
Pyott Fdy. Co., Chicago, I li. Willamette Iron & Steel Wks., Portland, Ore. 
Crowell Clutch & Pulley Co., Westfield, N. Y. Dodge Mfg. Co., Toronto, Canada. 
Clark Bros., Belmont, N. Y. Colorado Iron Wks., Denver, “~ 
Henry Roos Foundry oy Chicago, Ill. Huntley Mfg. Co., Silver Creek, N 
Naylor Bros., Peekskill, 1,N. Y. R. Hoe & Co., New York City. 
Meese & Gottfried, San Francisco, Cal. Builders Iron Foundry, Providence, R. I. 
Avondale Stove & Foundry Co., eee, Ala. Southern Engine & Boiler Wks., Jackson, Tenn. 
H. N. Strait Mfg. Co., Kansas City, K Deane Steam Pump Co., Holyoke, Mass. 
W. E. Caldwell Co., Louisville, Ky. Kay-Pim Mfg. Co., St. Louis, Mo. 
Samuel C. Tatum Co., Cincinnati, Ohio. Richmond City Mill Wks., Richmond, Ind. 
D. J. Murray Mfg. Co., Wausau, Wis. The Central Fdy. Co., Hamilton, Ohio. 
Wheelands Machine Works Chattanooga, Tenn. The Wolf Co., Chambersburg, Pa. 
Co-operative Foundry Co., Detroit, Mich. Olympic Fdy. Co., Seattle, Wash. 
Lombard Iron Works & Supply Co., Augusta, Ga. Garden City Fan Co., Niles, Mich. 
Geo. V. Cresson, Philadelphia, Pa. Mobile Stove Works, Mobile, Ala. 
Bates Machine Co., Joliet, Il. 











Agents for Great Britain: J. W. JACKMAN @ CoO., 39 Victoria St., London. 
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THE 


PRIDMORE 


IS THE ONLY 


MOLDING 
MACHINE 


BUILT ON THE 


RIGHT PRINCIPLE 


It is Simple, 
Substantial 
and Efficient 


MANUFACTURED BY 


HENRY E. PRIDMORE 


CHICAGO 
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‘Are You in the 0x Wagon? 


If Ben Hur had 
driven an Ox Wag- 
on in his celebrated 
race, he could hard- 
ly have expected to 
win. Yet Ox Wagon 
Methods Prevail in 
many foundries to- 
day, and in the race 
for profitable busi- 
ness, many foundry- 
men are losing 
ground. 


Maywood 
Molding Machines 


will help you to make money on jobs that must 


be taken at close prices on account of competition. 
Of course, there are other machines but none 
better than the MAYWOOD. 


Simplest in construction 

Because Easiest to operate or change patterns 
Most accurate in alignment 

Most perfect in adjustment 








Write today for particulars 


Maywood Foundry 
@ Machine Company 


1606 Tribune Bldg., Chicago 
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A PARTIAL LIST OF THE 
DIFFERENT MACHINES WE 
MANUFACTURE: 


Hand Ramming Split Pattern 
Machines 

Hand Ramming Stripping 
Plate Machines 

Hand Ramming Vibrator 
Frame Machines 

Foot Pressure Core Machines 





DRAPER-TABOR HAND RAMMING MACHINE 


A PLAIN STRIPPING PLATE MACHINI 
WITHA VIBRATOR IF YOU WANT IT 


(THOMAS-CLAIRE PATENT) 











VERY FAST 


MOLDING MACHINES 


Power Ramming Split Pattern 
Machines 


Power Ramming Stripping Plate 
Machines 


Power Ramming Vibrator Frame 
Machines 











Power Ramming ‘‘Squeezers’’ 


Power Ramming Machines for 
deep work on which no hand 
work is necessary regardlessof 
depth. Power Ramming Ma- 
chines for very large work in 
flasks 34’’x 42” to 40’ x 90” 
for Steel Castings, TUNNEL LIGHT POWER RAMMING SPLIT PATTERN 
PLATE SEGMENTS, etc. VIBRATOR MACHINE WITH HAND DRAFT 














The Tabor Manufacturing Company 
18th and Hamilton Streets, Philadelphia, Pa. 


Chicago Office Fenwick Freres 19, Deansgate 
30 and 32 S. Canal Street Paris Manchester, England 


Schuchardt & Schutte, Berlin 
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-MOLDING 
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MACHINES | 


Send for Catalog No. 9 





che Adams Company, 


J.W. Jackman @ Co., London, S. W., England 
H. Glaenzer @ Perreaud, Paris, France 
V. Lowener, Copenhagen, Denmark 
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The Adams Cherry 
sa Snap Flask 


Selected Dry Cherry 
1 1-16 inches thick, is used 1n our flasks 
which alone costs more than all of the 
material used the ordinary flask. 





“4 
a al 





Corners 


of the flask are machine locked, giving 
greater surface for gluing and a stronger 


joint than is possible to obtain from a 
dovetail or mitre. 





Top Irons 


which protect the edges of both cope 
and drag are 4,x1 inch wrought iron 


ae 


with WELDED CORNERS, which make 
the flask more rigid. 
Trimmings 
are of malleab.e iron Ihe snaps are 
without doubt the juicxest snaps to 
operate, 
Pins and Ears 
of malleable iron, have ¥% inch milled bearing on each side of the right angle. Fine adjustment in both ears is provided for 


by means of ascrew on the ends of the ears. Both ears being adjustable, cope and drag are easily kept in line. 


--—. 


ee | 


The 
Adams 
Exhaust Tumbling Mill Catalog No. 8 


Dubuque, Iowa, U.S.A. 


Ing. G. Pontremoli @ Co., Milan, Italy 
Wynmalen @ Hausman, Rotterdam, Netherlands 
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THE MOLDING MACHINE 


NO FAD buta MAT: 
TER of ECONOMY 


TO THE INTELLIGENT FOUNDRYMAN 








Are you in this class, Mr. Proprietor, or Foreman? 
If so, you ought to be using this machine. 


SIMPLE 

EASILY ADJUSTED 

NEVER BURDENED WITH A 
BILL OF REPAIRS 


A MONEY MAKER 








TAYLOR, WILSON & CO., LIMITED 


102 GRANT AVENUE ALLEGHENY, PA. 
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The Deeper the Flask 
The Greater the Gain 








Herman Pneumatic Jarring Molding Machine 





When machine is installed it is not necessary to wait until stripping plates and interchangeable 
flasks are made. 


Deep drag patterns, that you are using for floor work, may be placed on machine table, the machine 
does the ramming and the patterns are drawn by hand. 


The machine jars or rams up a mold in a few seconds, makes a perfect mold and there is absolutely 
no blowing or scabbing. 


The advantage over hand ramming alone is sufficient to pay the outlay for machine. 

One of our customers says he is putting up a day’s work the above way, in two hours. 

When stripping plates are used, less operations are required and more molds can be turned out. 

We lift stripping plates with air hoists attached to machine, requiring no hard work when there isa 
high lift, and the molds weigh from 200 to 1000 pounds. 


WRITE FOR CATALOGUE 


CHAS. HERMAN @® SON 


SHARPSBURG, PA. 


Pneumatic Engineering Appliances Company, Ltd., Palace 
Chambers, Westminster, London, Eng., Foreign Representatives 
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STEEL PLATE 


EXHAUSTERS 


FOR TUMBLING BARRELS AND 
EMERY WHEELS 


They keep the atmosphere clear and free 
from dust. Arranged to be driven by 
belt or by direct connected electric motor. 


Send for Catalogue No. F 115 


5B. F. STURTEVANT CO. 


BOSTON, MASS. 


NEW YORK PHILADELPHIA CHICAGO LONDON 
158 
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An Ounce of Prevention 

is worth a Pound of Cure. 

YE An Ounce of SMOOTH-ON often Saves 
when a Pound of Prevention Fails. 2 2 





Our SMOOTH-ON 


Preparations 


are not fillers. Each one is made 
for use only under certain con- 
ditions. Go of o So BG 2 





Our SMOOTH-ON CASTINGS is made for 
i the special purpose of repairing castings that are 

leaky under pressure or having sand holes or 
blow holes which affect their appearance only. 


Re 90 SMOOTH-ON here makes a permanent re- 
SMOOTH-ON Castings pair; in fact, the appearance of the casting in 
color and finish is the same as if it had been 
perfect at the start. 


We also make SMOOTH-ON for the use of 
engineers and plumbers in repairing steam 
pipes, cylinders, radiators; in fact, anything 
of iron which is not perfect. 


Our booklet of SMOOTH-ON Compounds 


should interest you. Write for it. 





Meanwhile send for a small can and try its 
contents when you have trouble. You will 
soon send us a larger order when you know 
its good qualities. 


oa oe 





Chicago Office, 61 N. Jefferson St San Francisco Office, 61 Steuart St. 


After Using 
SMOOTH-ON Castings Agents for Great Britain, Messrs. HopGSON HARTLEY LTD. 
55 Victoria Buildings, Manchester, England. 








Ohe Smooth-On Mfg. Co. 


Analytical and Manufacturing Chemists 


JERSEY CITY, N. J. 
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_ Adjustable 

for 

| Different 

| Heights 
| of 

| | Flasks 

















| when swung away. 


Provided 
with 


; KEEP U | WITH THE TIMES 


AND EQUIP YOUR 
PNEUMATIC MOLDING MACHINE WITH A 


Hanna Swivel Post Shaker. 


Removable 


Screens 

















Write for particulars. 














We make other styles of Shakers also. 


Hanna Engineering 
Works, 820 Elston Ave., CHICAGO 


Arranged to start automatically when shaker | 
is swung into position for riddling, and stops | 
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| 
A Money Maker 


for your foundry 








A 
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RockwELL Rotary MELTING FURNACE 


This furnace utilizes the heat from the spent gases of 
combustion. Two kinds of metal can be melted at 
the same time or both chambers can be used for one 
kind. The lining is an inexpensive material rammed 
into the furnace shell in bulk and burned hard and refrac- 
tory in place. Large output for floor space required. No 
complicated parts or expensive repairs. Oil or gas is used 
as fuel, and the air for combustion is supplied from an 
ordinary fan. For general convenience and cleanliness, it 
is unequaled. 


Made in four standard sizes ranging in capacity from 
?50 to 3,000 pounds each chamber. 
Jv J) 


ROCHWELL ENGINEERING COMPANY 
26 CORTLANDT STREET 
NEW YORK 





\ 
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ROUND, HEXAGON OR OVAL CORES, VENTED END TO END 








STANDARD STOCK CORE MACHINE 





Suit decided in our favor by the United States Circuit Court, October 13, 1903 





Hundreds of Machines in daily use 
Cores from 3-8” to 6” 


Send for new Catalog 


Ghe KENT MANUFACTURING COMPANY 


— FORMERLY — 


THE RAILWAY SPEED RECORDER CO. 
Hent, Ohio, U.S. A. 























CUTTING OFF ATTACHMENT 
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IRON AND STEEL CASTINGS MADE PERFECT 


CAN WE BACK IT UP? TRY US 


CAST STEEL CEMENT 


WILL QUICKLY PROVE OUR CLAIM 


FREE SAMPLES 
UPON REQUEST 


It is a Permanent Cement—No mere filler-up 
or smoother-over—it becomes part of the casting 
itself. It is the pioneer —It is peerless — It is 
imitated, but never equalled. 


ELEVEN YEARS CONSTANT USE 


BY IRON AND STEEL WORKERS IN ALL LINES 


The best foundry practice does not entirely avoid 
castings imperfect in appearance only, the 
strength and efficiency not affected, and they 
are made perfect by CAST STEEL CEMENT 


for iron and steel castings. 


| Write for 
free sample 


TRADE 


CAST STEEL 


MARK 


Write for 
free sample 5 


SHELTON, Conn., U.S.A. 


Agents: J. W. JACKMAN & CO., 39 Victoria St., London, Erg. 
BENJAMIN C. ELLIOTT, 33 Tehama St., San Francisco, Cal. 
J. HOWARD JONES & SON, 355 Dearborn Street, Chicago, Ill. 
WILLIAM ABBOTT, 334 St. James St., Montreal, P. Q. 





) 








European Agent, CHAS. G. ECKSTEIN, 49 Kaiser Wilhelmstr., BERLIN, GERMANY. 
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Hammer Core Machine 


Makes perfectly round cores from 


/ 


> / ype . 
3,” to 2-4” in diameter 


Over six hundred 
im use 





—— . ADVANTAGES 


No core boxes required 


% 
« 
1 
1 
| 
L 
F 
. 
Lis 
aa 


Less oven space needed 


No ramming of sand by hand Less fuel required 


No uneven vent holes Less breakage 


No trimming or filing of cores Less complaint from your customer 





Send for catalogue and sample of core 


BROWN SPECIALTY MACHINERY CO. 


N. W. Cor. Jackson and Clinton Sts. 


CHICAGO, ILL. 
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FIGURE THE LOSS 


every year on the imperfect cast- 
ings you make. 

You'll find it runs up pretty high. 
You may not think much of dis- 
carding a casting because it contains 
blow-holes, cracks, etc., but what 
reason is there for doing so when 


Glark’s 
Metallic Filler 


will make EVERY casting perfect. 


There’s no reason. 










The cost is a mere bagatelle when = 
the results are considered. MT | 
This Cement fixes all blow-holes, 4, Hil 


cracks, uneven spots, etc., so fault- 





lessly that you cannot detect their presence. 
It never turns white or works loose and it rusts 
the same as the casting. 
Stop your profit leakage by ordering a sample 
can TODAY. 





D. N. CLARK 


Drawer 11 SHELTON, CONN. 
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BRASS MOLDERS’ FLASKS 


OF EVERYSTYLE |} 
AND SIZE 







Furnaces, Drying Stoves, 
Spill Troughs, Clamps, 
Boards, Tongs, Crucibles, 
etc., etc. 





All our flasKs inter- 
change with any of 
Same size made by 
us. 


Our own foundries 
ensure prompt 
shipments 


THE OSCAR BARNETT <STANDARD> FLASK 
IS MADE ONLY BY 


Oscar Barnett Foundry Co. 


Founded 1845 NEWARH, N. J., U.S.A. 





















THE FOUNDRY 








lron is Money 


these days, and every hundred pounds you can pick out 
from your cupola dump and screenings means that much 
more profit. 

The SLY CINDER MILL will recover 95 per cent 
of the iron and 75 per cent of the coke, separating each 
material at one operation. No matter how careful you sift 
and pick over your refuse, this will still carry from 20 to 
35 per cent of iron. Is this not worth saving? 

Send for our latest catalog which shows records of the 
great work being done by the SLY CINDER MILL. 
Other modern foundry equipment is also illustrated, com- 
prising resin mills, dust arresters, steel exhaust tumbling 
mills, etc., etc. 


THE W. W. SLY MFG. CO. 


110 Elm Street CLEVELAND, OHIO 
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MODERN FLASKS 


“Made a little bet- 
ter than seems 
necessary.” It 1s 
a pleasure to work 
them. 





IMPROVED RIB 
FOR 


BRASS FOUNDRIES. 


LARGE STRAIGHT SIDE FLASKS 


For Floor Work. 





MOULDING MACHINE FLASKS 





FOR 
IRON, BRASS AND STEEL 
FOUNDRIES. 


a 


New issue-Complete 
Equipment for Brass 
Foundries—Cat. No. 12. 


Brass Founders’ Supply Co. 


Newark, N. J. 
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UPOLA SPARK 


Letters from Fosiah Short, practical foundryman, to Fim, foundry superintendent, who 


has left the former's employ in the capacity of a molder to operate a new foundry. 














Dear ‘fim: 


No you don’t have to look for trouble in the operation of any foundry, 
it just naturally comes to you. In fact it is one of the only things you don’t 
have to goafter with a searchlight. You can’t expect to operate a new plant 
without trouble, and never expect to continue operations without more trouble. 
The percentage of bad castings you speak of in your last is certainly very high 
and not being on the ground am unable to account for the same. _Just forget 
your apprenticeship with me when telling of your losses, as they certainly leave 
a dark brown taste in the mouth and might put me in bad odor with the trade. 
One thing’s certain, you will have to locate the difficulty, or you'll have a lot of 
hungry stockholders buzzing around your ears, and I might have to make room 
for you on the floor again. 


Nine times out of ten your trouble can be traced to your mix, but you will 
also have to keep a weather eye on your coke and use a microscope on your 
molders. After you are satisfied that the fumes from your coke will not result 
in a hurry ambulance call, and that your molders are not only half baked and 
have served their apprenticeship in a specialty shop, dig up your mix, and it is 


ollars to doughnuts that y e trying to make a silk purse out of a sow’s ear. 
dollars to doughnuts that you are trying to mak ilk pur t of 


You can well remember the experiments we made with all grades of iron, 
and that we paid no dividends during those periods. You also can recall our 
selection of REBECCA grades from a score of brands with high sounding 
names that commanded correspondingly high prices. Since using REBECCA 
we have had no trouble with our iron as you well know, although now and 
then we get a car of coke that is only fit fora lucifer works. Tell me something 
about the iron you’re using and I will try to help you out. 


Respectfully, 
JOSIAH SHORT 

















No. 1 REBECCA FOUNDRY IRON No. 2 


Always Uniform 


Kittanning Iron & Steel Manufacturing Co. 


FOUNDRY AND FORGE IRON 


Offices: AND MUCK BAR 
Farmers Bank Bldg. Furnace and Mills 


Pittsburg Hittanning, Pa. 


N. S. Bartlett & Co., 126 State Street, Boston, Mass., Eastern representatives. 
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NONE SO GOOD. 


Cherry Valley Iron 














has a proven place as the best soft strong 
foundry iron. 


Most foundrymen who make good castings 
know— 


CHERRY 
VALLEY 
QUALITY 


and many have used it right along for 
28 vears because it is the same—always. 


The Cherry Valley Iron Co. 


PITTSBURG, PA. 
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“Pioneer” | 
Foundry 


Pig Iron 
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Gms Snap 


PHILADELPHIA, PA. 


MODERN FOUNDRY MACHINERY 


a /ESAN D MIXER 


Not an 
Experiment 








N\\\\\C  esonowien 
ys!) \ AY \\ \\ \\ 
* MS expeommious 


NOTE. — In order to 
clearly explain the Modus 
Operandi of this scientific 


ont ing Molding Sand, 
Pacing Sand and Core 
Sand, we have issued a 


l, YY Yj 
YH 
Y Yy Ly 
WY emall_‘pamphiet — 
- will be sent on applica 
7 / : tion. 





~~ 
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and practical method of ) 
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Slow Men 


are often simply men who have to work with slow tools. Give 
one of your slow workmen 


























Keller 
Pneumatic 
Tools 


and in many cases they will make him an uncommonly fast work- 
man. The tremendous speed of KELLER TOOLS is a pleas- 
ure to the men who handle them. It is almost impossible to work 
slowly with them. Then they are always ready for work, and don’t 
break down. 





Write for our new catalogue and booklet on 


the **Care and Use of Pneumatic Tools.”’ 


PHILADELPHIA 
PNEUMATIC TOOL CO. 


212° ST. & ALLECHENY AVE.. 
PHILADELPHIA. 
NEW YORK CHICAGO _—~ PITTSBURGH 
SAN FRANCISCO BOSTON. 
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THE PATTERNMAKEER | 


ONLY MAGAZINE OF ITS KIND IN THE WORLD 





Ye wis 4 “ A new publication 
DANA Nit Hil in which, month by 
: So gel month, will appear 
| | the newest and best 
ideas in every line 
of the patternmak- 
ing business. 
Every up-to-date 
man in any way 
interested in the 
making of patterns 
will want this mag- 


azine. 

















It will be worth many times its cost, 
which is $1.00 a year 


(To foreign countries, $2.00.) 


At sample copy 
for the asking 


THE IRON AND STEEL PRESS CO. 
CLEVELAND, OHIO 


THE IRON TRADE REVIEW 
THE FOUNDRY THE PATTERNMAKER 




















“THE FOUNDRY 

















THE BEST WAY 


AND 


ALWAYS OUT OF THE WAY 














THE MONEY SAVING WAY 


When a big flask is wanted, instead of getting a small army of men to 
carry it in by main strength and awkwardness just hook it on a 


COBURN TROLLEY TRACK 


and one man pushes it right where it’s wanted. Same thing when 
melter wants iron or helpers want sand. Out of everybody's 
way, too. No fussing about alleyways. It’s a money maker in 
hundreds of foundries. Yours ain't so different. Let us tell you 
about it. Your address please. 


Coburn Trolley Track Mfg. Co. 


HOLYOKE, MASS. 















































FOUNDRY COKE 


Connellsville 72-Hour Selected 























NOT A CENT 


is saved by the purchase of cheap coke. 
Poor coke makes poor castings, and the 
slight saving of a few cents on a ton of 
poor coke costs dearly in the loss of 
castings. 


YOU WANT COKE 


that is pure, bright, silver gray 
and clean, burnt hard for 72 hours. 
Our coke answer all these requirements. 


For Hardness of Body, Fully Developed 
Cell Structure, Purity and uniform 
Quality, specify our Coke. 







We own 1,100 OVENS and can always insure 


an ample supply. Owning our own cars always 









insures prompt shipment. 








OLIVER & SNYDER STEEL CO. 


OFFICES : OVENS : 


10th and Muriel Sts. In the heart of the 
PITTSBURG, PA. Connellsville Region 
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QUICK BAKINC, NO BREAKING. 

















The Millett Way 


places cores on hinged shelves that swing in and 
out without a jar and keep the oven closed whether 
shelf is in or out. No wasted heat. No broken cores. 


Compare this with the old time pushing in and haul- 
ing out of core plates, the burned arms, the half baked 
and burned cores, the wasted heat, the time lost in 
waiting for cores—then order a 


MILLETT 
CORE OVEN 


THE MILLETT CORE OVEN CO. 


Brightwood, Mass., U.S.A. 


SALES AGENTS: S Obermayer Co., Cincinnati and Chicago J. W. Paxson Co., Philadelphia 
J. W. Jackman & Co., London J. S. McCormick Co., Pittsburgh, Pz 
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The standard 
of Crucible Excellence 
for nearly fifty 


years 





J]. H. GAUTIER & CO. 


JERSEY CITY, N. J. 
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42 Heats 
on “High Brass” 





This is regularly required by several users of DIXON’S 
PLUMBAGO CRUCIBLES and 
DIXON’S CRUCIBLES never fail. 




















DIXON’S PLUMBAGO CRUCIBLES 
wear evenly, as shown 
in this photograph 





Joseph Dixon Crucible Co. 


Jersey City, N. J. 
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Crucibles should conform to 

all requirements of the pur- 

pose for which they are in- 

tended. McCullough- 
Dalzell Crucibles are cor- 
rect in shape, of uniform 
capacity, made of best 
materials. If inter- 

ested, write 


McCullough- 
Dalzell Crucible 
Co. 
Pittsburg, - - Pa. 
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posers avon lNcoRPopy 





This trade mark 
stands for the acme 
of crucible uniformity. 





There’s no guess work in the manufacture 
of a T aylor Crucible. Only the highest 
grades of material are used, and working 
strictly by our chemical analysis, we give 
a uniformity in the quality the year round, 
that is not approached. 


A trial will convince yore. 





Robert a. Taylor, Incorporated 


1900 to 1916 Callowhill Street 


PHILADELPHIA, PA. 
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Two Five-Motor Electric Travelers. Capacity 35 tons each. Span 75 feet. Furnished Commonwealth 
Steel Co., St. Louis, Mo. Five Electric Cranes furnished above company. 





CRANES OF ALL KINDS 


ENGINEERS, DESIGNERS 
AND MANUFACTURERS 


COMPLETE EQUIPMENT FOR 
GRAY IRON, CAR WHEEL 
AND PIPE FOUNDRIES 





MALLEABLE AND STEEL CASTING PLANTS 


ALL TYPES 1200 IN USE 


Catalog ‘‘F’’ on request 


WHITING FOUNDRY EQUIPMENT CO. 


GENERAL OFFICE ano works: HARVEY, ILL., U.S.A. (cuicaco susurs 
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Foundry of the American Locomotive Works, 
Schenectady, N. Y. 


\fter the American Locomotive Works had lhe plant presents many interesting features 
Pt 1] 


been formed and the various plants had been which will be found of use to all foundrymen 


taken over, a large amount of work was done It is probable that the foundry trade in general 


in the reconstruction of different plants so as owes more in the way of advancement to en 
to reduce the expenses of making locomotives gineers who have solved these special problems 
and at the same time, if possible, to improve than to any one else, on account of the fact 
the quality of the work. In this connection that in such a case more time is generally given 














EXTERIOR OF FOUNDRY BUILDING. 





several of the plants were partially rebuilt to studying the actual molding problems and 
and much new equipment added At the the arrangement of plant and equipment than 
Schenectady plant a new group of buildings, in cases where a general lin to be manu 
including a foundry, were constructed on a factured 
t of ground across the Erie Canal from thi “ 
arseaae see Foundry Building. 
! works. This foundry of course was built 
r a special line of work, and hence laid out \ll of the new buildings of the Schenectady 
ce that with the least expenditure of plant are of a new, and far as we know, 
energy novel design In the d buildings, the roofs 
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SMALL 


The steam for the heating system is furnished 
by a battery of boilers in one end of the foun 
dry. This battery also furnishes steam for two 


adjoining buildings. 


Molding Machine Equipment. 


As they have a large number of standard 
parts to make, the foundry has been equipped 
with a number of molding machines. ‘These 
are located in the side bays in three groups. 
They have at present installed the following 
molding machine equipment: One, 18 by 28 
inches; one, 18 by 26 inches; one, 20 by 30 
inches; five, 16 by 26 inches; three, 12 by 18 
inches; two, I2 by 42 inches; four, 30 by 30 
inches; seventeen in all. 

All of the machines were made by the Tabor 








MACHINE FLOOR 





LARGE MACHINE FLOOR. 








AND OFFICE. 





Mig. Co The equipment of these molding 
machines is very interesting indeed, as many 
of them are provided with wooden match and 
stripping plates made by the process described 
by Paul Ramp in the January number of The 


Foundry. It would, however, be impossible to 
t 


go into the details of this equipment in a 


general article of this character 


Sand Mixing and Core Equipment. 

The work of this foundry divides itself 
naturally into two parts, that is, the green 
sand and dry sand departments The cylin- 
ders are cast in dry sand molds, while prac- 
tically all the rest of the work is cast in 
green sand. The green sand molding floor for 


work not put up on the machines is located 
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SMALL CORE DEPARTMENT. 


in the central bay at one end of the building — carried the minimum distance to deposit it in 
and in a portion of one of the side bays the core oven. Most of the cores are taken 
Opposite the portion of the central bay given from the ovens and placed along the edge of 


up to this class of work is located the small 


the cylinder mold pit at once, so that they 


core department in which all of the small require a minimum amount of handling. The 
cores for green sand molds are made. These loam cores for the barrels of the cylinders 
cores are dried in core ovens of the reel or ~ are swept up either in a rig upon the trucks 
turnstile pattern. The cores for the cylinder upon which they are to be dried, or on stands 
work are all made in a separate department in immediately in front of the core ovens, so that 
one of the side bays opposite the cylinder they will have to be handled as little as pos 
floor. A series of core ovens provided with — sible. On account of the fact that a number 
trucks are arranged at each end of this de of large ovens were required for drying the 


partment, so that any core will have to be cylinder cores, arrangements were made to 








LARGE CORE DEPARTMENT. 
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SMALL MACHINE FLOOR. 


make the large cores for green sand molds in a 
department adjoining these ovens. 

All of the sand for the core departments 
and the facing sand for the green sand and 
molds is mixed and 


dry sand prepared in 


separate departments, theve being several of 





TRUCK LADLE. 


these departments located at various points in 

the foundry, so that the sand will be mixed 
near the place where it 1s to be used. 
Cylinder Mold Equipment. 

It would probably be difficult to find a more 

complicated casting of large dimensions than 





CYLINDER 





SAND MIXING. 


a locomotive cylinder, especially such as are 
used in the large compound engines. In order 
to produce these molds as accurately and at 
the same time as cheaply as possible they have 


gone to a large expense in the shape of rig 








CYLINDER MOLDS ON OVEN TRUCKS 


ging. In the first place, special iron flasks hav 
ing curved parting lines corresponding to the 
port lines of the cylinders are provided. These 
floor, taken by 


molds are rammed up on the 
the crane to the trucks of the drying ovens, 


dried, and then taken to the cylinder casting 





FLOOR. 





CYLINDER 
This 


pit has a capacity of 10 cylinder molds and is 


pit where the molds are assembled. 
deep enough so that the molds can be poured 
without the man having to use any kind of a 
platform for ladle. 


illustrations the pit is 


controlling the 
In the accompanying 


pouring 


plainly shown in one case with a number of 
partly finished molds in position, and in an- 
other case with a portion of the molds com- 


pleted and ready for pouring. 


MOLDS IN PIT. 


Cleaning Equipment. 


As the cylinders are the largest castings 
which have to be handled the cleaning depart- 
ment is placed next to the cylinder molding 
floor, thus reducing the handling of these 
heavy castings. The cylinder molds are cleaned 
in the central bay of the foundry, while the 
smaller castings are cleaned in the end of 
one of the side 


equipped 


bays. This department is 
with tumbling barrels, pneumatic 


Wier ~ 

| 
th iE 
| 


CYLINDER MOLDS READY FOR POURING. 
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CYLINDER CORE DEPARTMENT. 


hippers, and the necessary handling equip- ing cranes. In the central bay there are two 
ment 35-ton and two 10-ton cranes, while in one of 
. . . he ave at lo “te ne ton nd t oO - 
Handling and Transportation Equipment. the bays are located one 10-ton and two 3 
ton travelers The cranes in the bay travel 


he foundry is equipped with a double sys- ' 
s “be é : over the core ovens and cylinder core de- 
tem for handling castings and supplies. <A ' a ' 
: : partment. They also serve the larger molding 

series of narrow gauge tracks extends through as : 
machines. In addition to this there are two 


10-ton, two 5-ton, and eight 2-ton jib cranes, 
located in such a position that they can serve 


different portions of the floor and the clean 
ing department 
Control of the Foundry Mixtures. 


For the control of the iron mixtures they 





have a chemical analysis made of all the 
iron and supplies received and of the cast 
ings made. They also make physical tests from 
FINISHING CYLINDER MOLDS. each heat and from each cylinde r casting. 1] hey 


; , ; use the ordinary transverse test with the one- 
each bay and into the yard for the handling ; 
: : inch square test bar supported at points 12 


lasks, cores, castings, sand, and other sup- : ? ; 
; ; nches apart, the tension test, and the drop 
plies. The central bay and the one devoted , : ; aa 
. : test. The drop test is made with a one inch 

o heavy work are also provided with travel ' : 
: square bar on supports 12 inches apart and a 





10-pound weight is dropped so as to strike the 
bar in the center. The first blow is struck with 
the drop falling 15 inches, and is raised one 
inch for each succeeding blow until the bar 
breaks The test bars are cast with chilled 
ends and this chill is also observed 

Mr. R. McFarlane is foreman of the foundry 
and Mr. F. R. Sibel assistant foreman. The 
testing of all materials for the entire plant is 
carried on under the supervision of Mr. J. 





\. Kinkead, engineer of tests. They also have 
a very extensive photograph department under 
the charge of Mr. H. Wedlake and we are in- 
debted to them for a number of the photo 
MAKING LOAM CORES FOR CYLINDERS. graphs used in this article 
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GREEN SAND BOTTOMS AND SOUND 
CASTINGS. 


BY H. L. 


These two subjects may not seem to be 


very closely connected, except as far as scabs, 
unsoundness, but it will 


etc., are a cause of 


be my endeavor t 


show a close relationship 
between them in other respects. The particu- 


lar unsoundness I have in mind is_ shrink 
holes, which have generally been considered 
a matter for feeding, or the regulation of the 
metal, or both. Writing some years ago in 


The Foundry, Mr. Moore 


side feed, arguing that the use of a feeder on 


contended for a 


top of a casting brought the shrink hole into 


view, while with a side feeder it remained 


some distance within the skin, thereby admit- 


ting that this method did not eliminate the 
shrink holes, but simply kept them out of 
sight This is all right when no severe tests 


are applied and the job is satisfactory if it has 


a sound skin; but where 


considerable ma- 


chining is done, and the casting afterwards 











The Foundry 


FIG. I. 


submitted t 


steam or hydraulic pressure, the 


top feed is only one, and this often fails to 


give satisfaction, 


The piston shown in section in Fig. 1 will 


serve to illustrate the point; dimensions 2 


feet 8 inches by 6 inches deep, cast with 2%- 
inch ] round 


straight core: it is afterwards 


bored out taper and deeply countersunk, as 


indicated by dotted lines. \fter being turned 
I 


up and bored, all but one of the core holes are 


plugged and hydraulic pressure applied 


through the remaining one, when they often 


show a leakage in the center hole or counter 
sinking This might be held to be a trifling 
defect, but the foundry supplying the castings 
being a jobbing shop, the customer rejects 


any not perfect. I have known four made to 


t 


vet one LO vd one 


Other castings of a similar 
style, that is, with a number of dry sand cores 


in a green sand mold, are often a source of 
trouble and, by the way, it is always this kind 
of job which gives trouble from shrink holes, 


the reason being, 1n my opimion, that while the 


outside 1s 


contact with the 


chilled by 


metal in 


green 
sand, the contact with the cores is 
kept warm (as dry sand is not as good a con- 
ductor of heat as iron) and all shrinkage has 
to be made good from the neighborhood of 
the cores, thereby locating the shrink holes 


near the core. 


Castings which have been made in green 
sand several times without getting a good 
one, have occasionally been transferred to the 


dry sand department and a good one made the 


first time Nothing is more vexing to a 
molder, or a source of greater loss to a master, 
than to have a nice looking casting go out 
of the shop and shortly afterward come back 
this The molder takes 


blaming the metal; the 


rejected on account. 


refuge in master 


blames the feeding. There 
truth on both sides, but 


side to be 


may be some 
there is still another 
looked at. I was of opinion that 
if the feeder was kept open and hot metal sup- 
plied until the rod was forced out by the setting 
of the metal underneath, -a sound casting was 
bound to result, no matter what sort of metal 
was used. I have scores of times tried to put 
this theory into practice, but, I am bound to 
confess, with little, if any, more success than 
my. fellow molders. 

It seems to me that the proper way to dis 
cover the remedy 


find the cause. If we 


for the trouble, is first to 
take the metal in the 
ladle as a starting point, it is generally allowed 
to be (if I may so express it) in a state of 
concentration, and it slightly expands in cool- 
ing till it sets. 1 stated that it 


expands at the moment of setting, 


have seen it 
suddenly 
but I believe the expansion is gradual and that 
the hotter the metal the greater the state of 
The 
proof of this seems to lie in the common ex 
perience that the hotter the metal the sounder 


the casting as regards solidity. 


concentration and subsequent expansion. 


It is also un 
disputed that the cores in a mold 


little 


swell for. 


some time after being surrounded by 


Every man who has handled a rod has 
seen the metal 


metal. 
forced out by the swelling of 
the cores in spite of all effort to feed it in 


These facts seem to knock on the nead the 
universally accepted notion that cast iron sinks 
or draws upon itself in cooling; for how can 
it sink and expand at the same time? 

[It would appear that if we could make our 
molds rigid and unyielding against this ex 
pansion and prevent the metal oozing out at 
the runners and risers there would be no need 


of feeding, and this 


would seem to be borne 
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ut by the greater soundness of castings made consequent reduction of pressure, which the 


n loam and dry sand, which will not yield to rod permits, but for very heavy jobs | do not 


iressure to anything like the extent that green care to risk the job without feeding, though, 
ind will, though they all give some. It is if only the mold can be made tirm enough, | 
vell known that a heavy casting made in the — believe it to be unnecessary 


itter will not show anything like the con- 


raction allowed for by the patternmakers’ EDUCATION IN THE FOUNDRY.* 








ile of 4 to the foot, on account of the mold BY JAS 

aving given and expanded under the weight, Education in the ication among 
ressure, and, it may be, the heat of the foundrymen when of the right sort is as much 
netal of a necessity today as it has been in the past, 

The exact behavior of the metal in an ex or as it is likely to be in the future 
panding mold I cannot explain. It is possible lo keep up with the rapid progress that our 
hat the skin setting and forcing out the walls Americanized energies have made_ possible, 
ind bottom is followed by the next layer and no foundryman worthy of the name should al 
so on till a hole is left in the middle I offer low himself to be isolated in such a way as 
this merely as a suggestion. Mr, West, in not to be in constant communication with 
the “Molder’s Textbook,” page 5, gives an those of his kind interchanging ideas with 
nteresting record of experiments in casting them and consulting with them on the many 
yovernor balls, fed and unfed. It would be problems that are daily arising 

nost useful if Mr. West or someone else in lo be abreast of the times and to always 
\ position to try experiments (which a journey be prepared to use the best means and meth 
man is not) would repeat the same with the ods of accomphshing results one must be a 
ddition of one ball rammed in fairly open student of the affairs of his calling, broad 
ind as hard as possible and test them for reader and an observer of other people's meth 
comparative weight and have them split to ods and opinions 
ote the solidity. I would suggest that they 'o foster these principles d mot 
be molded with a stripping plate to obviate fraternity among foundrymen in general is 
rapping and that the one be rammed in a very the excuse for the existence of the Associated 
strong box and set on an iron plate and top Foundry Foremen. To the end that we 
covered with a plate for casting, in fact, as © 4 credit t » ourselves and th eo com 
near non-expansive as it could be made. This, industry of America, in matters of education 
ind fraternity the Foundry Foremen must b« 


| think, would go far to settle the question of 
} ] . a o Bs given credit tor always taking the ead, even 
whether iron sinks or draws 1n setting, or - 
’ Be ate : though others have left them behind tn mat 
iether it is merely following up the expans ; 


_ ters organizati le toundation stone ot 

1i0On of the mold. I i lon 

; ; : foundrymen’s associations in America was 

Some time ago I had a job to make which ; : 7 : : 

; Be laid in Massachusetts by a few progressive 

seemed a good specimen for trying the theory ; : 
: : foundry toremen and the great educational as 


f the unyielding mold \ forming block, 1 ee “si ; igs 
: bi + sociation, “The American Foundrymen’s Asso 
neches by 14 inches by 16 inches long with a 3 ‘ a oa 
: : ciation,” was the outcome I may add that the 


ree inch round core going through it to bore . , 
: : vest works on founding were written by foun 
it 314 inches. It was bedded in the floor on , ; 

' dry foremen 


bed which, except for an inch next the Aihoush we are a vert of the: wrest eee 
isting, had been rammed as hard as a stone oe Reece. a —_— P al 
ie sides and top received the same treatment heltews we can do an imunesseriie amen 
it was fed for a while, but not an ounce of o¢ oood by maintaining our own orgatization 
etal could be fed in, and when bored out it) = and preserving distinct out “+ jie 
vas perfectly sound I have several times We can take advantage of many aces s 
ied this method since, viz., ramming as hard ‘ur own association that would not be feasible 
possible, much harder than necessary, to through anv other medium. We can do several 
vent a visible swell, and invariably with favors toward each othe? that do not aleaw 
ess, and I offer it as a solution of feed come within the pale of the constitution and 
gt bles e can preserve and foster rity 
One can often get a sounder casting by ind fraternity heretofore unkt n im the 
reezing up the outlets as soon as cast, and staan oe =e ical 


ereby preventing the oozing out of metal and M 19, 1904 
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foundry world he time is not so far past 


when green-eyed jealousy was the feeling 


one foundry foreman had for another. One 


was glad of the other’s failures and misfor 


tunes We are 


that all are glad of each 


gradually changing that so 
other's 


successes. 


province to aiways materially 


ditheuities 


in getting good 


castings without doing some experimenting 


that in all pt \bability has been done before 


by someone else. We may have some inex- 


plicable trouble with some particular brand of 
pig iron, or we may have one or several of the 
troubles from which the foundry seems in 
separable. This is principally where the value 
of our Association 


tion provides “Section 3 


comes 1n Qur constitu 
Member 


request 


Every 
agrees 


of the 


yrward promptly, upon the 


Secretary, any information that lies 


within his power to give. Provided that no 


foundry foreman shall be asked to advance 


violate his obliga 


tions to his employer.” The day of many of 
the so-called trade secrets is gone by and the 
man who thinks he can bottle up foundry 


tricks unknown to his neighbor, believing that 


he is the whole thing is generally the man that 





is found wanting when brought into contact 
with the more enlightened part of the world. 

We « in all things to keep the im 
portance of the foundry to the front, for 
strange as it may seem, there are hundreds 
of foundrymen throughout this broad land of 
ours that are constantly losing money through 
eighteenth century facilities and obsolete meth 


ods of working 
Onward and upward should be the slogan 
of every energetic foundry foreman in the 


This circular, sent out by me last summer, 


has done a great deal to stir up the foremen 


rganization 


Enc sed r f the constitutior of the 
Associated I I emen as well as an yplicatior 
which we ‘ ll out and return t he 
secretary necessary nitiatior Tee to € 
year s due \ € 


Association ought 





to be called to your attention, for with the advance 
of tl ght sci ( ind practical among the ¢ 
rine g t ns r find irselves the nly 
large b ‘ iving the practical control f 
shop affairs without a strong and compact organization 
throu e may assert ourselves 

It is the 1 er of those having charge of 
foundries t mprove themselves by a liberal inter- 
change of ideas, and by acting as a unit on matters 


affecting them in any part of the trade. To be 


to the 


fullest extent the As 


hearty co-operation of every 





much su lings are to be desired, 





it is a well known fact that many of our Foundry 


indifferent to the progress which sur- 
on all sides, and to this alone may be 
, 


fact that after the two and one-halt 





vears that this Association is in existence it has as 
yet only about 150 active members. 


yrremen, leaders in th 


and generally recognized as among the foremost in 
the country are members. jut that is not enough 
We vant every foreman to be a member. 
ui rdial invite you, and promise you all tl 
| nd help that rganization can give 
iny itte iffecting your status as a Foundry Fore 
Many of the higher ideals of our Association have 


for the present been abandoned to await such time 


is we become numerically and financially stronge 


No }I 


perhaps, have a prejudice against our 


reman should feel that his employer may 


Association, as 
ve point with pride to the fact that we have re 
endorsement and support of the Americar 
ymen’s Association, we forming the Foundry 


Foremen’s section of that powerful and _ influential 


nization. 


The foremen of large cities would find it of par- 


i ir advantage to have a strong conservative or 
ganization. The many benefits that accrue from su 
Ass itions when conservatively managed are to 

well established to be dwelt upon to any lengt! 
ere I such local branches of our Associati 

we are ready to at any time grant charters and give 
1 the help ir ir power to steer them in a method 
irse ft the itual advantage of its membe 


you, but that as a ctical man, believing c 
id nceement t | tess 1 you will give S 
the caus¢ f educ itual ely 
i 1ivancemer f | I inagement 
Hoping t have vour application at an early dat 


We remain, yours sincerely, 


THE ASSOCIATED FOUNDRY FOREMEN 


Unhappily, it is a hard matter to reach 


many of them, and I am sorry to say that 
there are several hundreds of employers or 
é managers in this country that read s 
e about what pertains to their own bus! 


ness that they do not know of our existence 


principles, and if we address 


foreman in 


their care it finds a rest 


ing place in the most convenient waste 


} . : _ 7 . 1, re hanef 
(he Association Ss t the greatest venent 


to the employer or foundry operator, for to a 


great extent the mechanical and operating 


skill belong to the foreman, and they have 
been known to either beggar or enrich a con 
cern according to their knowledge and ability 


Anything that in a practical way educates 


or enlightens the foreman is certainly a great 


benefit to the man whose money is invested 


in the foundry and any organizaiton or in- 


stitution that undertakes to do this in a prac- 








tion, and some 


waukee, Chicagt 


Its power was furnished by t 








deserving of the support and 


co-operation of the whole foundry 


foundry operators have ma 


terially helped us and have referred to us to 


communication with capable 


This employment feature is about the 


only pecuniary benefit we can bestow on our 


always endeavor, when re- 


quested, to place employers in communication 
h men suitable to their requirements. This 
s done in the most confidential man- 


I have discovered during my time of office, 
a careful research of natural history that 
live rival of the Australian 
kangaroo is the American Foundry Foreman. 
le can jump farther and sometimes oftener in 
ar than the kangaroo would in a genera- 


yf them if they keep up the 


necessary to carry a Marcon 


apparatus in their hind pocket if they must 
up communication with their friends. 
\ssociation is fortunate in having 


ts membership the leading foremen 


and the influence that thes 
in the foundry is not to He 


slighted 


has been made during the 


first local organizatiori here 
shone out as a beacon’ light to 
country. Theh tollowed Mil 


, Indianapofis, and New York, 
there are s€veral in process 


in large foundry centers, and 


the next convention will see the foremen or 


as a permanent fixture in the American 


MILWAUKEE FOUNDRIES. 


Thos. W. Sheriffs, of the Sheriffs Manu 


} 


., gave an outline of the growth of 


business in Milwaukee at a recent 


Milwaukee Foundrymen’s As> 


is statement, the first foundry 


Downey & Mosely in the early 


1 


he old 
o furnished power for flour 
ose days. This foundry had 
existence before Mr. Sheriffs’ 


was a small boy he played 


about the foundry which stood on Cedar street 
between West Water street and the river. This 
foundry was owned by Sercomb & Bagnall, 
who subsequently sold it to Thomas Turton 


he early 60’s the foundry agaih changed 
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hands, being purchased by Edw. P. Allis & Co. 
In 1868 the main building was moved on river 
scows to the foot of Clinton street and from 
there on rollers to Florida and Clinton streets, 


where it stood until about eight or ten years 


ago when the Allis company built a larger plant 
in its place, having in the meanwhile built all 
around it. 

The first locomotive built in Milwaukee was 
made by the Menomineee Locomotive Works 
in 1849. It was intended for the Milwaukee & 
Mississippi railroad, now known as the Chi- 
cago, Milwaukee & St. Paul. The locomotive 
works were owned by Lee & Walton. Many 


other small foundries existed in t 


; 
he early days 
and were mostly located in the downtown dis- 


trict, from which most of them have moved, 
one by one, into the outlying districts. 

Mr. Sheriffs*mentioned a number of inter- 
esting pomts in/the history of these various 
foundries and ended his address by stating 
that at present there were 37 foundries now 


operating in Milwaukee, the names of which 


Among the recent achievements of many 
business concerns of Baltimore in resuming 
operations after the recent fire, that of the 
Vanufacturers’ Record is worthy of special 
house of the Record 


was destroyed together with much matter in 


mention. The printing 


type and manuscript for the issue of Feb. 11 
It was impossible to publish the Record in 
Baltimore, and arrangements were hurriedly 
h 
ik 


made to have the printing done in Philadel- 


juestion how to provide cuts for 


phia. The « 
the advertising pages was met with the assis- 
tance of photo engravings which furnished 
the means for plates for the full advertising 
pages as they stood before the week of the 
fire. The Record appeared as a 100-page paper 
without a single department omitted on the 
regular publication day 

The Bourbon Copper and Brass Works Co., 


af Cincinnati, O., will manufacture and deal 


in all kinds of castings Che incorporators 
ire:\.Thomas Ford, Peter W. Bardo, George 


Schich,.Emory M. Garrison and Albert Bet- 
tinger. The capital stock is $50,000 

The Troy Scrap Iron & Metal Co., Troy, N 
Y., has been twcorporated with a capital of 
$25,000. The difectors are: A. L. Harper, 
P. A. Gillespie and\M. T. Gillespie, Troy 

The Whitlock Coil Pipe Co., of Hartford, 
Conn., has just started a brass foundry in 


connection with their works 
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TRADE OUTLOOK. 


Phe uation the iron and metal-work 
ng track not so clear as to make commen 

ne led n some respects there has been 
improvement in the past month, but the long 
continuance ft winter weather has held back 
work in man Lie and there is a dis 
position amol both manufacturers and buy 
er f castings 1 nove conservatively Lh 
impr mn eneral that the permanency of 
the improvement noted a month ago is not 
s fully assured mmportant interests would 
like I ( \| nterest has been taken in 
the rep f p ron production in’ March, 
he blast furnace capacity active on April 1 
ind the reduction of pig iron stocks last month. 


Phe total production of pig iron in March was 


reported 07 l I { tL yearly rate 
1f 18,000,000 ton igaimst 921,231 ton inl 
December, which repre nted a yearly rate of 
le han 11,000,00¢ ) Stocks at merchant 
furn \ | 1 74,000 tons in March, 
which. with at crease of 102,876 tons in the 
produ f ant furnaces in that month, 
represent 1 parent merease of consumption 
f mere nt f about 176,000 ton 
Phe lifie;y f these figures cannot br 
correctly gauged without knowing some fact 
it a tt on the surface. It would be in 
teresting t know how much of the reduction 
f furna k is merely the transfer of 
nm from { ct ds to foundry yard 
f | ly ises furnaces required 
eir ( » take forward all iron 
ought { Mareh délivery before the end of 
the mor \ ( ernative Of cance ition 
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\s this iron was bought at less than today’s 
prices there was very little cancellation. ‘The 
$10 Birmingham basis for Southern No. 2 
iron very generally maintained, with one 
or two sellers asking $10.25. Northern irons 
have advanced in the month and $13 to $13.50 


' 
is the comm 
sellers a. 4 


MMpantes 


at turnact 
Western 

lurnace c 
April 


pointed f 


Was 


on and ano 


15 


a better understanding 


dry iron 

In the foundry trade 
heavy tonnage The pl 
works extensions call 


cinnati will extend het 


rr April 22, the 


m range among Central 


neeting of Ohio. blast 

held at Columbus, O., 

+] - 

ther meeting was ap 
effort being to get 

as to prices for foun 

pipe work promises a 


ans for St. Louts water 


for 100,000 tons. Cir 


water mains to a 


of 50,000 tons and New York 1s adding to her 
high pressure fire service, the probable re 
quirements being 80,000 tons. This work will 
extend into next year and possibly the year 


following but the tonnage for 1904 will be con 
ideralle the Pennsylvania tunnel castings 
ire also a factor in this year’s calculations 
he three years’ deliveries will amount to 240, 
000 ton The jobbing foundry trade is gen 
erally dull; light gray iron work, while not 
what it might be, has improved in the month 
Agricultural works are quite busy. Steel 
foundries complain both of prices and volume 
of work 

I hie ive founders and the Iron Molders’ 
Union in conference at Chicago over the d 
mand of the manufacturers for a 15 percent 
reduction in wages decided to make no chang 
The molders agreed to a proviso by which 
foundries might have more apprentices where 


under the present 1 


atio they 


were not afforded 


ufficient number of capable men; they also 
exempted members of the stove founders’ as 
ciation from discrimination because of fail 
ure to use the union label Phe national con 
ference of the Iron Molders’ Union and the 
Nationa Founders’ Association, after four 
davs rf ession \pril 7-10, adjourned with 
mut agreement Wage que Ons were not con 
idered, but matters of shop practice—appren 
es, limitation of output, and the request ot 
i founders for a proviso that would perm 
he employment of a certain percentage of 
men at le than the minimum wage In In 
lianapolis, Cleveland and Buffalo, wage agree 
nel between the machinery molders and 
foundrvmen have pired, but it has not been 
p ble ») secure new agreements \lean 
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Foundry Exhibit at St. Louis. Glossary of Foundry Terms. 


he toundrymen in the different centers whe In another part of the paper we pu ha 


ive been interested in trying to arrange for Glossary of Foundry “Terms.” None who 


foundry exhibit at St. Louis have done a are connected with the busine in fa er 
rge amount of work and ratsed a consider the advantage of having a uniform pt ce 
e fund for it, but owing to the fact that th In regard to the names by wl We the 
ne 1s » limite d, it has finally been decided to various objects i ciated with the | Iry 
aandon the enterprise rathet1 than to iY ex busin : he publi hing ot wh ¢ iry 

vely late or to do it in anything but the iould serve to Ww what rent pt it 
ry best manner possible Is in so far as the author of ( Y 
Great credit is due to the various member been able to determine 

he committee for the enthusiastic work In Mr. Buchanan's recent book on foundry 
ich they have done in this connection, and work he has published a very intet ) 

to be regretted that the work was not sary f foundry term n ( of our 
mnmenced earlier, as in this ease undoubtedly readers take exception to any of the det 
reditable exhibit wou d have be } made given, 1t W ruld TT miter ne t em 
Write } itin their object! } 


FOUNDRY COSTS: THEIR ANALYSIS AND 
Qnee more we se sap attention of one REDUCTION. * 


ndrymen throughout the eountry to th 


ting of the American Foundrymen’s Asso BY HENRY HI 


ion in Indianapolis, on June 7, & and 9, F 
: : In order to micallvy n ry 
doin St. Lows on June to Anything that 
t necessary to know accurately ( 
tend to improve the quality of the foun ' : 
elemen I expenaditu | est 
1 1 1 1 I 
work in thr unt iould be of inter ; 
l 11 V Ze pery elt re il ) in 
: i‘ : ‘ os | 
nd we teel that not onlv should a 
; ; ther and to e pl uct | nal ( 1} 
embers attend, but that employer ould ; 
; na position ( CCK il ee wv c 1 
represented at this meeting by not only ; : , 
f 4 a , 
en ) e co ) » brin ) ( 
eir foundry foremen, but if possible, theit 
) is Like \ porn) » t\ 
ernmaker foremen as we ‘ , P , 
1 \ dl il) he ( « “ 1a 
We also wish to { itention to the tact P 
‘1 wine dor ( fully ) \ \ nany 
th i ciation espe y anxious to 
. Ps foundryman r entire weltat 
ve foundry accountant ind chemists come , 
: MUISINNE \ Nat anv con , 
Ve ne nid ta 1 Xt \V ¢ ] tte ided ind . , 
{ y 1 ( 1 11 tits ( 
4 ( | i no teresting held 1 tat : 
Ha wel or tine | Ci W { eT 
l CNT Cl r l Meh irdey t 
' 
P \ 1 « ( TT \ every i ; 
Old Crucibles. 
\\ 1 ( 4 t 
\I1 Buchanan irt a] 1 nber of iT’ nad W\ we4rl r ‘ cl 
Madr y cle i with ( tly te t it oO | \ ible 1) ite \ eT ) 1 
ciple Until reeent ( rave ic 1O t 1 \\ 1) ( ) 
nn 1 Va 1¢ \ tevel } t mt ry t ) ct l¢ | t ] eT 
A ‘ ins re } 
How ne quartet ev are quoted \\ ( rinrite \ 
y worth a certain figure naccount of a ) Hewently ( 
Cl W nthe ind whicl can « W ( ( \ Kl I 
lin making faecins n this country, few qu 10 t 
ny ! ( I mdric ire equippr 1 wit Nel I { 
I \ facing m ind hence few of then isp ent feat é er 
lh L posi ft rrind the own old t 1 1 vhere 
cible nuit it een 1 thoueh m these lay it t ) 1 t CLIC 
a ad seduction hi : ; 
\\ ( TVOTTV AG | W ite ied ) ‘ \ 
{ at ( h mutd « nN rele t tive ) tine I "N \ ( pel 
) ly in the case I npant n lat 
Pane ; ( 
| ti 
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formed by a very ordinary grade of shop clerk, 
once the routine has been fixed. 

lo start with, all of the elements of cost 
must be enumerated. It is well also to as- 
sign to each element a value, not so much 
with the idea that this value is absolutely cor- 
rect, but rather to have some basis of com- 
parison; experience may be relied upon to 
gradually bring about correct values. The 


figures given hereafter are to be taken as 


having merely an illustrative value; no at- 


(d) Power. 

(e) Miscellaneous materials. 

(f) Labor. 

(g) Pig and other charging metal. 
(i) Smelting material. 

(7) Light. 

(k) Recovered material. 

The collating of the actual amounts of the 
various items as incurred is best done weekly 
rather than monthly or at other long inter- 
vals, as that will permit the recognition of a 
defect in time to trace it correctly 
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to its cause and to apply a remedy 
Should a longer interval be deter- 
mined on, that should be four-week- 
ly rather than monthly, in order to 
avoid the disturbing effect of the 
varying number of working days in 
different months, and also because 
it fits in better with the weekly pay 
accounts Such charges as are 
based on a monthly rate can very 


1 
} 


readily be converted into an annual 


and from that to a weekly rate. 


Apportionment of the various ele- 
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GENERAL EXPENSE (@). 


110 115 120 12 =6mments of cost to main divisions is 


made in accordance with readily 


apparent principles: 





- 


$0.30/ 


0.25 


0.20 


0.1 


0.05 








(a) General expense: Deprecia 
tion and interest charges. 

(b) Fixed salaries: All salaries 
to persons having a fairly certain 
tenure of office; salaries to minor 
clerks that are likely to vary in 
amount should be entered under 
labor 

(d) Powers All charges direct- 
ly connected with the power plant. 

(e) Miscellaneous materials: 


Sand, fl 


yur, chaplets, wire, mold 





ers’ implements, ete.; in fact, all 
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FIXED SALARIES (b). 
I 


tempt is made to provide a record of actual 


In illustration, the elements of cost are 


divided among a few main heads as follows, 


s+ 


hein 917 
It being 


inderstood that for actual work a 
subdivision more in detail must be used; to 
} q 11 4 1 
enumerate them fully is outside the province 
of this paper, in which it is intended merely 

. - ] +1 ¢ ] , 
to present in general outlines a successfully 
used plan 


(a) General expense 


(b) Fixed salaries. 


110 115 10 2 =©60materials not accounted for under 


heads g and h 
(f{) Labor: All payments made 
o workmen and other persons. Includes all 


pay not taken care of under head Db. 


(g) Charging metal: Everything charged 
into the cupola, except fuel and flux; also all 


“medicine,” whether added in the cupola or 
ladle. 

Note.—For purposes of comparative analysis 
thes: materials should be rated at fixed values, 


1 


although they will be purchased at more or 
less fluctuating rates. In order to take care 
of the difference between the assumed fixed 


and the actual fluctuating cost, the difference 
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should be determined at suitable periods, and 
this difference debited or credited, as the case 
nay be, as a “market equalizer” affecting the 
Should fluctu- 
will be advisable to make 


profit and loss account. the 


itions be large, it 
ise of a “special charging account” to properly 
the of of 


scrap the charge. 


brands 
the 


various 
of 
to be given to determinations at 


inalyze influence 


‘on and on cost 


Preterence 1S 


hort intervals,—say quarterly,—rather than 


as changes can then be ordered 


mger ones, 


in time to effect economies. 
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It is to be remembered that the divisions as 
here cited are merely suggestive of underlying 


ideas and principles; in actual practice a 


1 


larger number will be used, and many will be 


divided and subdivided. The labor charge, for 
instance, should be split up into direct and 
indirect labor, ete. 

In general it will be most convenient to re- 
duce all elements to a basis of cost per 200 


pounds, or one-tenth ton, as a compromise that 


ivoids the high figures for output when figured 





made 


t 
()Smelting materials: All fuel goo | a 
ind flux charged into the cupola; ae Ee } 
fuel recovered from the bed is to be 94% Mu es 
charged again into the cupola. Fuel 4 

for other purposes, such as drying 


ladles, cores, and molds, is to be 


charged under head e. 
\s the market price of these ma- 














terials also is apt to vary, and as it 4y [ee ee 
s desirable in the analysis to make ' a Ee 
ise of a fixed price, the difference ne 
2 0.01 {4} _} +4 
is taken care of by a “market equal- ! | | 
= — Lo | H 
er,” as previously explained. J ‘tS | 
(k) Recovered material: This ac- See eee ee eee semen we eS 
sunt takes care of all difference POWER (d) 


between molten iron obtained from 





he cupola and the salable castings 
It is made up of: 

astings for foun- 
flasks, 


1. Equipment: C 
dry use, such as weights, 
Upkeep: Castings made to re 
wastage of foundry 
quipment 














3. Gates: Gates, cast core irons 
ind frames, sinking heads, and 
rues 
1, Wasters: All defective cast- » 
ngs T 
All of Ms material will either 3s 0 tw eo 6S TS 80 8S we eer y ye 
’ present in the foundry or will —_ 
be clareed to. Ge cle MISCELLANEOUS MATERIALS (¢ 
scrap In the latter case it is certainly pounds and yet allows ready reduction to the 
) be rated only at the same value as purchased pound rate generally used t sale of cast 
rap. In the first case it is conservative policy ing 
) rate the material no higher than scrap, as In comparing costs at different periods it 
Ss very questionable whether it would bring will not do simply to divide the total cost in 
i higher return if sold curred during a week by the total pounds 
\s the material for producing the items un produced during that week and take the result 
ler this head has been entered as a charge, its is a pound cost, to be compared w it of 
value should be credited to the total costs in some other period Every manager knows 
irder to give a true net total cost. that the cost per pound rises when the product 


ll charges directly connected 
] 


with the shop lighting 


is small and decreases with an inert 


put, and will take this into account when 
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paring costs. But such allowance is made as labor (f) are laid down as decreasing with an rel 
a matter of judgment only. Now, judgment increase in production. Pig and other charg- f 
is a very good thing, but certainly is still better ing metal (g) and smelting material (/) are d 
if it can be made to take the place of judg laid down as horizontal lines, as these items d 
ment; in this particular instance that can be are not apt to be materially affected by the ' 
done and quite readily. As an example, say amount of the output. 
hat the fixed general expense charge for a All of these curves or lines I term ideal ) 
: week is $1,600; with the output so tons, the curves. Their total will give an ideal total "A 
charge per 200 pounds is then $0.80; but for a cost of production, as shown in diagram 1, by d 
doubled output of 100 tons the charge per 200 the lower line, per 200 pounds of melted iron. Si 
pounds would be halved to $0.40. These If all the iron melted were turned into salable 
sa castings, this lower, or 100 percent, t] 
7 curve could represent also the cost t 
sas of salable casings. The other curves le 
Baa ee give the cost of salable castings for | 
the various ratios of such castings d 
Vw a ’ + + + + + + + + - 
| | = to the total iron melted. These Si 
> 2 Se Oa Oe pes ee ee K curves are determined as follows: a 
v.70 + + ’ t + ; 4 t poo +--+ 
| lake the total cost per 200 pounds € 
i 
i Nees aes T : 1 b , , 
Ort melted 14r as $3. > value 1 
a | =e rom ted iron as $3.40, the value 1 
of recovered iron as $0.20, the sal- i! 
able castings as 8o percent. Then 
0.0 } } + 4 Nt + + + ‘ + + + + + 4 + i } vf A ‘ : 
, | ! the 160 pounds of salable castings S| 
4 = | 2 om: ee eee ees See as | bocca } 3 . , 
1 | would cost as much to produce as t] 
o.u 4 4 } 4 | a | 4 4 + + + 5 * @ 
| | = | 1} the 200 p munds of iron melted, less ti 
2% 3 3 0 6 5 55 OO 6 7 75 BO 8 9 9 100 105 110 1512919 the value of the recovered iron; 
Tons . 
; ( fi 
LABOR (f). : , ; ; 7 
. Cost of melted 170m. i... ..... $340 C. 
—_ Value of recovered iron...... 0 20 
31.80 | ; 
| : | Cost of the 80 percent of +] 
| Te er era eer he or 
1.70 ' i | ® } F Salabie Castings 1s the Da , ¢ 
JS EE Es ee Ce eee | ance ale. Wis: hea Shbdw eee ee, © 
! os | ‘ : ‘ 
1.00 4 t+ and 200 p suinds of salable castings ' 
) + 
——t ae , would cost 
I 
1.30) i 3.20 » 
} $4.00 , 
; 0.38 
ane | |_| This can also be put as a figure 
' | : Cc 
Ree ey aed ee | to be added to the cost of the melted ; 
is . t 
‘al iron from the equation 
, M 
has $= 4 — F) , in hich s 
1.20 bs | p 
3 30 3 4 46 3S 55 CO 65 a 85 90 9 100 1056 110 115 120 125 Ss inerease to be added to 
THE : ‘ost of melted iron to give 
PIG AND OTHER CHARGING METAL (g). Conk at eee oe ; 
cost of salable castings; D 
values, plotted as a curve for various rates of p is percentage of salable castings divided S 
utput on the horizontal scale, give the dia by 100: a 
gram a s value of meited iron 
Similarly, that other element of fixed cost, r is value of recovered iron 
fixed salaries, is plotted as diagram b. Considering m values from dia- , 
Fluctuating elements of cost are also so. gram i The per 200 pounds of C 
plotted, though from the nature of the case melted iron is $: and $3.00 in the d 
the curves cannot be determined by direct three periods shown. According to the ideal 
calculation, but must be aproximately laid curve, the lower one marked 100 percent, d 
down in accordance with experience and judg- these costs should have been $3.40, $3.07, and \ 
ment. In this way the diagrams for power $2.90. Running up the first week’s cost, the 
(d), for miscellaneous materials (e), and for manager finds that of the various items the n 
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‘ost for miscellaneous materials (e) was by whether the remedy applied reall: did result 
far the higher as compared with the ideal laid in the cure desired or whether it merely 
lown, and instructed the foreman to cut this. brought about a transfer of the sore to some 
Next week the total is still found too high; other place. 
wing this through shows that miscellane Knowledge of the fact of such close analysis 
us material cost has been reduced actually being made will keep the foreman and others 
velow the ideal, but that the labor element (f) responsible tuned up to concert pitch. It has, 
went up materially; investigation in the foun in my experience, immediately on adoption re 
iry showed that the foreman economized on — sulted in a decrease in costs; showing the fore 
sand mixtures and facings to such an extent men actual figures will avoid much of the 
1s to apparently increase the cleaning labor; bad feeling easily raised with well-meaning 
he apparent relation between these 
two elements of cost should be fol 
; ie P| a ea Se A es - 
ywed up to see whether it is actual: 
The best way is by a further sub- ae ? rT 
° e.. O25 —— OS ee A Se 
division of these two elements for ' 
some time \s before stated, the i ton . cr tt ieee 
analysis is here carried only far °*[—~7—~7—7—7—> a t t—t—+-— 
enough to explain the idea; nor . 4 2 a a ae oe at 
1 - : 0.15 + + t + + 
must the figures given be considered b . 
In any ther sense r | | tte eee 
The following week the total is FT] = ‘a Sees GaP “sea 
| x 
“a -S , 7 . o-.) } 
still found high as compared with a) 
. oe i . x 
ie ideal, but more nearly satisfac. °% + 
TY t—+-—+—_ +} 
Lool rurtl | L 
Aoking further, the manager a ———- - 
—_ rtl ; 6 YH HS 0 6 DW SS W ag. 30 8 «90 95 100 10 110 115 120 125 
finds that the cost of the salable — 
3 4 : SMELTING MATERIALS (A). 
astings is $4.41, $4.90, and $3.28 in 
le respective periods (entered as 75.2 Tey 
} | Actual foundry cost per 200 IUs: of molten metal @ 
pomts tne 1aer: hereas 5.00 + 4 “ salable castings + 
r ) le diagram ), wherea coo} Proper : ; : 
} yo) h- p = Eraalized cos . ‘ wulten metal 
ey should have been but $4.00, £&-—- Se onan antigen 














$4.44, and $3.08, to correspond with #6 
the ratios of So, 60, and oo percent 4.40 
f salable castings The very low -— 
ratio (600 percent) « f salable cast sie 
+] . 3.80 
ngs in the second week is entirely 
; ; 3.60 
xO poor a showing to pass without 
“A + » 3.40 
comment Tracing upward, it is 
found that the smelting cost (/) 
co 2 ] } . 3.00 
was very low, leading to the infer fk 
+e : ; =) ke ee , 2.80 ++ } + a | a: —+—+ 100, 
ence that economy of fuel had led 
; . 2.0 
the very large amount of wast 2% 30 35 40 45 50 55 60 GS 70 75 80 8&5 % 95 100 105 110 115 120125 
7 é > Tons 


Tk. +7 stioat } the Poy 7 ° 
; Investigation in the foundry TOTAL COST OF PRODUCTION (i 


ore this out, as too dull iron, con 


sequent on the use of insufficient coke, caused men when their results are crit |. Being 
a lot of scrapping. human, they are more or less inclined to 
From what has been said it is apparent that scribe criticism to prejudic Under this 
his plan of plotting records and methods method of absolute analysis respons tv will 
f analysis based on comparison with ideal — be placed where it belongs pos 
ditions keeps the busy manager up to — sible to bestow pratse judicious € prope 
late s knowledge of what is actually going = quar th 1 adage to 
nly as regards totals, but also in withstanding; “soft words do b snips 
letail, so that he is always in position to find to the decided advantage of the fit 
sore spot and apply a remedy based on cer In enumerating the elements of t, mention 
in knowledge, backing up his judgment. The was made of a market equalizer to take into 
nethod has the further advantage of showing account the fluctuating value of the materials 
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bought; this is brought in as follows: The 
actual unit value of material used at any time 
is its average cost price; this may, according 
to circumstances, be either higher or lower 
than that due to the current market rate or 
than the ideal assumed. These actual costs of 
such material are plotted into the diagrams 
g and h with the sign O. The actual total 
costs as modified by the equalizer are also ad- 
ded on the total diagram 7 with the signs * 
and & Consulting this, it will be seen that 
a recent purchase of pig and coke at high 
figures had the effect of raising the cost of the 
last week’s output considerably—from $3.00 to 
3.20 per 200 pounds of molten metal and from 


= 


¢ 
$ 
$3.28 to $3.50 for salable castings. The ac- 


tual utility of separately considering this ele- 
ment is evident, as otherwise the more nearly 
satisfactory cost of production, so far as under 


the control of the foundry foreman, would 


percent line is required at about 60 tons output. 
Mark the intersection of any vertical in that 
neighborhood,—say 50 with the 100 percent 
curve,—then the intersection of the next heavy 
vertical at 10 tons farther aldng with the 80 
percent curve; then of the next heavy verti 
cal, at 70 tons with the 60 percent curve; now 
pencil a curve through these intersections. As 
95 is midway between 100 and 90, the inter- 
section of the curve just penciled in with the 
vertical midway between those cutting the 
100 and go percent curves will be a point on 
the 95 percent curve sought. This latter may 
then be continued both ways approximately 
parallel to the curves between which it lies. 

In conclusion, I may be permitted to point 
out that this method of cost analysis is not 
by any means restricted to the foundry, but 
is applicable advantageously to all lines of 
work in which the cost of production varies 

necessarily with some other factor; 











in most lines of manufacture that 
factor would be the output. Al 
though rather lengthy to describe, 
the plan is not at all formidable in 
actual use. All the data required 
are assumed as available, being 
needed for any arrangement of re- 
cording costs that may be in use, so 
that there remains only the work 
of laying down ideal curves and of 
plotting in the actual values; this 
latter operation is a very simple one 
that can be quickly mastered by the 








LIGHTING COST (7). 


have been obscured. The actual cost due to 
the market price of the materials being given 
will allow sales being based on that. 

Lighting has not so far been taken int9 
account as an element of cost; this because it 

dependent upon the season and the weather, 
conditions that are not subject to control. 
[his variable character would to a certain ex- 
ent impair the value and reliability of the 
main analysis for purposes of cost comparison. 
I therefore prefer to plot it as an addendum 


diagram 7, and to consider its influence on 


‘osts separately In determining sales prices 
this cost item must, of course, be added. 
lhe totaling diagram, 1, would be too great- 


ly obscured were curves drawn in for more 
han each 10 percent of variation of salable 
castings. It is, however, a very simple matter 


to interpolate points as desired: Say the 95 


i 


105 110 115 120 125 


average costing clerk. 

It will give me _ pleasure to 
answer any questions as to any 
point that I may not have expressed 
myself clearly on, or to go privately 
more fully into matter that time will not serve 


+ 


to take up here. 
Discussion. 

Walter F. Ballinger—The value of estimat- 
ing costs I think cannot be too much empha- 
sized. An incident occurs to my mind; a 
gentleman was telling me a few days ago of a 
certain firm that failed in business. Some- 
thing like two years ago this firm (with whom 
[ am well acquainted) asked me if I could get 
them the — of going through the fac 
tory of one of their competitors. I said, “Very 
likely; [ll see; so I went to a member of 
the competing firm and asked if there would be 


any objection to taking one of his competitors 
through the building. He smiled and said it 
depends entirely upon who it is. I mentioned 
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name and he said, “Not for a thousand which puts one in position to get and to do 
llars.” He gave as his reason for objecting business at a profit. Usually if the foundry 


1 17 


as a whole shows a profit, that is all that is 


fact that this firm did not know how t 
mate the c + r alue f the , r-k thev did re ir 1: under that management ore leal 
nate the cost or value of the work they did. required; under that management a great deal 
; metimes they would bid extremely high and — of work will be taken at an absolute and direct 
metimes below cost, and his firm would fail loss; but the foundry making the best showing 


secure work where he knew he was reason in actual earnings at the end of the year wil! 
ly low, because of the firm that did not be that made a profit on all of its business. 

yw how to estimate. The firm that did not [he point to be emphasized is that every- 
yw how to estimate has gone up. thing must be considered for itself and then 


H. D. Hess.—I have been very much in in its relation to other things. If, under the 


rested in the paper this evening There is grouping system, the five-pound group were 
point which [ fear is somewhat foreign a relatively large portion of the total and the 
the subject, but if Mr. Hess will kindly result not satisfactory, investigation should 
nswer I will be very much obliged. It often point out the five-pound group as in fault. 
curred to me that it might be desirable to If then the analysis as laid out does not dis 
ive the costs of castings of different weights close the cause of the fault, that means that 


id grades kept separate. It is evident that a more detailed analysis is necessary for 


vitnin a foundry’s capacity the heavier the  five-pound series; such detailed analysis might 


ndividual castings, the greater the output. On be kept up later or not, as might be deemed 
light work the production would be cut down advisable The fact is that it is almost 1m- 
Is it considered, in general, that the cost per possible to lay down any specific rule of uni- 
ound of castings for the week ar month will versal applicability. No routine that may be 


give a fair estimate of the cost of castings of laid out will permit dispensing with the ele- 


hat average weight, 


or is it usual to differen ment of common sense. It will always be 
tiate the costs in order to obtain the costs of necessary to have a man present who knows 
eavy castings that are comparatively simple; what he is after and what he is about. That 
that is, with little core work, and the costs of | man should devise the general methods of 


ight castings, either simple or more compli analysis, so that the detail work may be done 


cated by a clerk or inexpensive assistant who will 
Mr. Hess.—It cannot be said that there is lay the results before his chief, for comparison 


ny generally recognized practice of foundry with the ideal; t 


he chief will follow up differ 
‘ost keeping. I think the foundry is less well ences in whatever way suggests itself as best; 
taken care of in the matter of following costs that best may be a further subdivision in 


it to go to the 


han any other manufacturing department. I analysis, or it may be sufficie 
know that in some foundries cost groups are shop and find the trouble by a talk wi 
letermined by casting weights, in others the foreman; detail methods will vary with every 
mount of core work is the basic factor, on the man and every foundry. 

general assumption that core work costs more Messrs. Taylor and Gantt have done much 


ir labor. The fact of the matter is that all of | in cost reduction They have taken certain 


hese divisions are too broad. If all castings work and resolved that into the time taken 
ip to five pounds are classed together, then for practically each move made; at first sight 
se up to 50 pounds, and so on, and the costs . good deal of this sounds ridiculous; but Mr. 
irefully determined most likely castings only laylor was able to cut costs enormously to 
5 pounds in weight would cost far more in imounts that were considered totally impos 
ibor than the others Lumping 15 not at al rie Personally | vi eve ipplied Mr 
I | Ss necessary to get det ul cost i 1 | sp < pl Ss at their ¢ en ut | can 
vid pieces That means an ameunt of e their wide availability e di g of 
rk that many foundry managers think tot VICE careful ilysis loubt the 
mpossible. As a matter of fact, with a care time required is a very ser element; but 

vy devised systen f following costs these troubl 1d st W yaid by the in 

\ ) Ss < ited as ) entail Limos Pex ( e oO! utput A] unalys n be nade 
expense; but such expense, even a quit n accordance with the interest of the work 

igh one, is justified, as it is almost impossible in hand and not, as is often tl ise, simply 
yverrate an accurate knowledge of all of for its own sake The thing to be avoided is 


e detail costs of one’s business It is that to have a great deal of work carried along in 
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the head of some one man, and therefore de- 
pendent upon his personality. As quickly as 
possible hing should be brought down ti 





a basis where it will permit of impersonal 


dependence upon any particu- 


ir individual; there will always be a field 


for the resourceful and forceful man without 


th duties that merely take up 


time that he could devote to work that cannot 
be delegated to others. 

E. H. Mumford.—I want to add my word 
of praise for this paper. I remember that 


there was a paper read before the Mechanical 


Engineers’ Society some years since on foun- 


dry costs, in which the molders’ pay-roll was 


made a basis of estimate and a ratio to fixed 


charges established with that as a factor. | 


think the paper (I have forgotten exactly how 
think it advocated taking a pre- 


it went(—I 
experience of the ratio to fixed 


he molders’ pay-roll as a basis of 
estimate for the current year’s business. A 


contrast with the very broad concep 


~heme as this of the very nicely 


detailed conception of Mr. Hess’s, shows how 


1uch closer he is getting to the real question. 
It seems to me that to handle the subject of 
costs n the ful detail that Mr. Hess does 
shows us the difficulty of this problem of 


estimating foundry costs. Instead of attempt- 


Mr. 
Probably in the 


ing to establish any broad ratio, Hess 
itself. 
the thoroughly experienced and 


competent foundry foreman gets at the sub- 
} 
i 


iis head, from his long ex- 

perience, each detail that Mr. [ 
benefit of all of us, has put on paper, so that he 
can apply to his work, 
about it, the 

head 


not so 


Hess, for the 


particular without 
much various 
and get at 
the result which 


anybody equipped 


and it seems to me that 


Mr. Hess’s paper will furnish a good many of 


us with tools to use in estimating foundry 
costs [ remember, when [| had charge of a 
irge f Irv, receiving a letter from a New 

\ K « n the proprietor § the foun 
dry ving he eht I had too many non- 
D . ling me t he only man in 
f Iry who made money for his employer 


W ¢ He if d scovered that ; 
\ enters 1 wanted to know what a 
carpenter had to do with an iron foundry. 
: easy suppose carpenters are in 
py! Lt Ss Ot expens f a casting say 
i large bed p ( s to be bedded in the floor 
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Even the lumber used would come into play 


and perhaps the teamsters’ union. The prac 
tical estimator would take those things int 
account at sight, but the very first week o 


an experience of that sort would show a dis 
crepancy from Mr. Hess's curves, which woul 
then be looked up and traced to the making « 


big wooden flasks. It seems to me tha 


Mr. Hess's 


the enormous rambling detail of foundry ex 


cope 


t 
paper is valuable in pointing ou 


penses, and the easy way he has found for 


systematically keeping track of them. 
Mr. Hess 


this idea of analyzing costs on 


-[ may say that I was forced int 
the 
At the time I had unde 


basis oO 


Variation in output, 





FIG. I. 


my charge a rather large establishment—the 
Niles Tool Works, of 


and unfortunately by the time we were 


German Berlin, Ger- 
many 
ready to put our product on the market the 
bottom had dropped out of business generally 
on the decreasing 


In attendance output out 


costs were going up continually; every fore 
man and sub-foreman placed the blame on the 


We all 


a good excuse; but the costs were 


outputs down all the time. 


POMe 
know that is 
increasing faster than seemed to me justified 


decrease in output. In laying dow 


my “ideal curves,” I called in the so-called 


“foundry engineer” (in Germany every man 











title, and his was “foundry engi- 


1st Nave a 


er’). At the end of the very next period 


he costs were found to have decreased in de- 
pite of a decreased output, and that without 


carried through the analysis in detail 


f any one item. The mere fact that there 
was a figure based on output to which the 
foundry engineer” would be strictly held, 

nd not only he, but all others,—operated to 
ave all costs and times checked much more 


1 


closely and to bring about a reduction of total 


sts: so that an arrangement of this sort has 
twofold value—that of so fixing and locat- 


ng responsibility that each man knows there 


s no crawling out of it, and then after that 
f irresponsibility is eliminated, of 


element otf 


where advantageous changes 


showing just 


should and can be brought about. 


BOSSES ON THIN CASTINGS. 


BY JOHN M CUNE. 


boss which 


When it is 


metal it is 


necessary to Cast a 


joins thin sometimes difficult to 


produce a steam tight casting. Fig. 1 shows 


a steam separator body with two bosses for 
The casting 


receiving the steam connections. 


itself is a little less than 34 of an incn thick. 
bosses are about 2 inches in diameter. At 


an attempt was made to cast these bosses 

















‘ 
é 
\ 
FIG. 2. 

r 
solid and then subsequently drill and tap 
“( them for the pipe connections. When the 

fittings were attached and steam pressure 
turned on, nearly all of the castings leaked at 
the union of the boss with the thin metal. 


2 shows a photograph of a casting in 
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which the upper boss has been broken off and 
it will be noticed that the iron immediately 
below the drilled hole is exceedingly spongy 
and open. Fig. 3 shows the photograph of a 
casting from which the lower boss has been 
broken off and it 


will be noticed that in this 




















FIG. 3. 


case the lower portion of the fracture is vety 
spongy 
[hese bosses gave so much trouble that 


from three 
had to be 


to four castings out of every five 


thrown away They tried casting 


a piece with the boss down, casting it with the 
boss up and but all to no avail. 


lhe 


boss down in the 


a riser on it, 


matter was finally solved by turning the 
mold and introducing a core 
the 


and only a 


- 1 
ot as large a size as 


hole 


little drilling done to clean up the end which 


possible, that 1S, 


through was entirely cored, 


was to receive the pipe tap. The practical re- 
sult of this expedient was to substitute a short 
cylinder of iron for the boss, so that cooling 
proceeded both from the inside and the out- 
Chis insured firm metal about the core 
the 
they had experienced in the past 


side. 


and prevented troublesome leaks which 


It was considerably more expensive to make 


the castings when using the small core than 
it would have been to have cast them solid 
and drill the holes, providing the troubles 


above mentioned could have been avoided with- 

out recourse to coring. 

Reading, Pa., ex- 
Newcastle, Del., 
The present out- 


The Brylgon Foundry Co., 
pects to have its new plant at 
ready for occupancy in May. 


put will be tripled. 


|] 


tradesman to be 


being both safe and economical. 
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SOME USES FOR OLD CRUCIBLES. 


BY J. F. BUCHANAN.* 


‘ibles are an important item 
steel foundry expenditure, but, as 
is a necessary one, it behooves the 
careful how he uses 
answer for my own method as 
Our standard 


number of heats for 








BUCHANAN. 


any furnacemen make a practice of 


Bu I 
He served an 
business as a brass molder. 


irneymar he 


1894 he 


melting brass in cru- 
cibles is thirty-four. 
I fancy [I hear a 
snicker go round at 
the modesty of the 
figures. Someone is 
sure to exclaim: “Oh! 
'we can. get forty 
heats on an average 
and we have had ‘50 
| not out’ on more than 
| one occasion.” I be- 
because | 
had the 
same pleasure. When 


lieve that, 


too have 





I say that the stand- 

of heats with us is thirty- 
mean to imply that we look 
number as the minimum we 
with ordinary usage. We melt 
ats per week from each furnace, 
crucible we put in is exnected to 


1 
I 


fortnight; but under no circum- 


we use one for a longer period than 
When we 


fortnight continuously, 


have had the use of a 
we reckon 


for itself, and, if at the end of 
ek it is still sound, as often hap- 
lances of its giving out within 


two are too great to make 


loss, danger and 


ile risking the 


which always accomnanies a 
roe 


r in the furnace, or out of it. 


“sweat- 


ots by putting them, mouth down- 


ant 
1Tit 


o the furnace every night after 


ostensibly 


+ 


to keep them clean. 


hey can be kept clean much easier and 


nar was Orn in Scotland, 
apprenticeship in his father’s 
After he be- 
employment whereve1 

large shops on the 


Glasgow, 


took 


t, mostly in the 


became foreman and ever since 
charge of work In 1901 he left Blair, 
McLean, Glasgow, and went out to 


ge of the brass department of a plant 
suchanan is the author of several 
and of a large number of 
have appeared in The 





with less wear, by paying attention to the in- 
side wall when skimming the dross off the 
metal, or at the finish of each heat. When 
the last heat for the day has been cast, it is 
always better to empty the crucible and turn 
it upside down behind the furnace it was taken 
out of, leaving the back half of the furnace 
uncovered. This allows the crucible to cool 
out gradually and voids much of that cracking 
noise you hear when it is cooled in a draught. 
“sweat- 
ing’ before the twelfth or fifteenth heat 
about every ninth 


A new crucible should not require 
and 
thereafter, but much 
will depend on the nature and condition of the 


metals to be melted. 


heat 


With clean ingot metal 
it is easier to have clean crucibles and increase 
the average number of meltings. 

The man who gives his pots a nightly sweat 
gets them thin and fragile in a much shorter 
period than the That 
his crucibles are more liable to squeeze, split 


non-sweater. means 


or collapse. Crucible manufacturers may have 
something to say on this matter,—they may or 
they may not agree—anyway I shall be pleased 
to learn how to improve my record or my 
methods. 

The other extreme is reached by the lazy vil- 
lain who never sweats the pots at all, but 
leaves the spare metal to set in their bottoms 
and wonders how so many pots “run” with the 
first charge in the morning. 
idvertence, 


If, through in- 
you should at any time have metal 
set over night in the bottom of a crucible, take 
my advice and dump it out before you re- 
charge it. Put some borings or other metal 
in the bottom before placing the nugget back 
in the crucible; you can then proceed to melt 
the metal with confidence and—your favorite 
fuel. 
I have come to the conclusion that much 
sweating saps the life of the pot, (just as it 
would the amenable to the 


process) and the “Sweating System” is good 


potter were he 


But, here am I 
moralizing on the treatment of sound crucibles 


for neither pots nor people. 


when, according to the heading, I should be 
noticing some of the uses to which old ones, 
The 


crucible is often times an instruction; when it 


or wasters, may be put. career of a 


has rendered good service and worn itself out 
as a melting pot it may still be utilized for 
many purposes undreamt of by the makers. 
One has only to look around one of the job- 
bing foundries to realize this: there you may 
see the crippled-crucible-swab-pot, or the 
plumbago parting sand dish, and if you hap- 
which suburb the 


pen to know in 


manager 




















lives you may tell his house by the sable flower 


pots in the side passage. There is no great 
velty in any of these adaptations and it re- 
tes no inventive ferment of’ the average 
brain to discover many similar uses for faith- 


old 


ntly constituted, intuitively finds an entirely 


crucibles. The genius, being differ- 
new use for any old thing; he cuts and carves 
Witness that original idea for 
ladle in No. 117 of The 
Considering the recipe is as fol- 
an old crucible in halves longitu- 


t to his liking 
self-skimming 
mundry 
ws Cut 
linally; when daubing the ladle fix one of the 
pieces inside near the pouring lip, to form a 
pocket or division, and there you are! An- 
ther good idea is to cut the bowl of one of 
the larger sized pots, say five inches from the 
bottom, invert, and place on the fire-bars of 
used as a the 
This arrangement 


the advantage of keeping 


the furnace, to be 
to sit 


stand for 


melting pot upon 


saves fuel and has 


the crucible always at the same height in the 


furnace. In the same way old bottoms make 


handy crucible covers for melting steel, or 


silver alloys. I do pretend to 


know all the 


German not 


ways in which worn out crucibles 
in be used; I have seen them used as anneal- 
ng pots; also for burning parting sand in; 
ind when the sight of them has become tire- 
some, a last charge of skimmings or washings 
vould be packed into 


ver night. In the 


one of them and melted 
morning the staunch old 
death 


f metal would be put on one side, while the 


riend would get his blow: the button 


remains, well, I shall have more to Sa) about 
he remains further on 


Economy is a virtue and I want t 


yy showing that dilapidated crucibles may be 
put to some more profitable use than the de 
ration of the foundry dump or truck heap 
Even if they are beyond any of the uses al 
ready mentioned, they may be ground and 
xed in many ivs with oby Is advantage 
some localities iwkers buy p broken 
crucibles for a few cents per cwt and resell 
em to the facing mills. It struck me as 


it the material in a graphite crucible 


uld release so little when it was done with 


for melting purposes, especially when it 1s 


taken into consideration that the heat treat 

‘ aes | ee ae ee 

ent receives makes no appreciable diffe 
ence on the incombustible ingredients 


When 


from the outside of an 


off the glaze f 
1S practically no 


d crucible there difference 


in the body of the material; besides if it pays 


hawker to collect and resell them to the 


grinders, why sh 
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uld it not be pre fitable for 


the foundryman to grind them himsel Every 
foundry of any size has a mill and some hair 


sieves. Let us see what can be made of the 


stuff anyhow! “Pugging” is a trade name for 


the soft fire clay, cement or mortar used for 


repairing chimneys, furnaces, etc Che best 
pugging I know of is ground crucibles (G. C.) 
The 
daubing is vastly improved by the addition 
of rull of G: C. 
ing does not adhere well to the surface of 


mixed with clay wash. ordinary sand 


a shovel Pure lumbago fac- 


green sand molds, but mixed with G. C. and 
talc up to 20 percent it may be relied upon 
G. C. mixed with oil makes a splendid. sub- 


stance for stamping branch cores, or for get- 
ting a bearing by making up the space between 


core and print, or core and core, as the case 


may be. Steel founders use fire clay in some 


of their facing sand mixtures—G, C. is a good 


also makes a good mixer for 


substitute; it 


core sands, in brass foundries, wherever the 
ordinary mixtures are liable to “burn” or fuse. 
And now I am going to shock some of the 


old gentlemen who have great reverence for 


the “bone dry” crucible. Moisture in cru- 


cible 


results 


before it undergoes annealing generally 


in its being “scalped;” but when once 


it has been thoroughly annealed there is not 


the same risk if a little moisture gets on the 


outside of it 
this statement will 


My reason for making 


be explained by what follows. Ten years ago 


I received my first appointment as a foreman 
brass moulder; it was in Edinburgh, Scotland, 
and there were fourteen crucible furnaces in 


The first morning | was perplexed 
per] 


the shop 


to see the two furnacemen brushing the out 
sides of the crucibles with a black looking 
slurry,” before charging them \ new fore 
if he is wise, does not say much on the 





first day of his trial On the second morn 


n the same maneuvers were gone through 


so I ventured to ask for an explanation. I was 


informed that this had been the practice ever 


since “Mr. James,” came back from France, 

(some fourteen months) The mixture con 
sisted of fire clay and our old friend G. C 
half and half, mixed with water \ new pot 
was put in for the first day au naturel; after 
that it got its morning coat of “black jack.” 
lhe result convinced me that “Mr. James” was 
no friend of the crucible manufacturet His 
method added at least 30 percent to the iverage 
life of a crucible And now | all close with 


which should either 
the 


the 


an idea of my very own, 
earn me a job in a plumbago factory or 


thanks of the man who stirs his metal till 
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head drops off the skimmer. To make a stirrer 


with “black jack,” put two strips of wood on 
a face board, as you would in making clay 
thicknesses. Let them be 134 inches apart and 
1%4 inches thick Pack the space with the 
mixture, which is improved if moistened with 
liquid core-gum instead of with water; in 
sert a bar of 14% inch x % inch iron, raggled 
for about 16 inches at one end. Slick off the 
superfluous mixture, allow it to stiffen, un- 
screw one of the strips of wood and lift the 
affair into the stove. In the morning you have 
a home made “plumbago stirrer.” Perhaps I 


have said enough about old crucibles for one 








THE WADSWORTH IMPROVED CORE MACHINE. 


sitting. I should be the last man to create a 
corner in that Commodity, and it is more than 


likely | 


points 


shall be cornered for some of the 


| have given away. 


WADSWORTH IMPROVED CORE MACHINE. 


Machine made cores are not new in the 
foundry trade, but foundrymen are just be 
ginning to realize the saving which can be 
effected by their use A number of factors 
tended t 


} 
machine 


retard the development of the core 
Prominent among these is the fact 
that a mixture suitable for making cores by 
hand in core boxes is not suitable for the 
general run of machine work, and as a conse 
quence many who have experimented along 


this line have been led to believe that cores 


could not be made by machinery as well as by 


hand. A moment’s thought on this subject 
should convince any one that cores of practi 
cally any size should be capable of being made 
by machinery, provided the machine is proper- 
ly arranged. A hand rammed core must of 
necessity be more or less irregular in compo- 
sition, that is, some parts must be rammed 
much harder than others, hence the venting 
must be irregular. In a hand rammed core 
the material in contact with the surface of the 
box does not move after it once comes in con 


) 


tact with the surface, but is compressed int 
form in the position in which it first touched 


the core box. 


As a consequence, hand rammed 








cores can never have a smooth surface unless 
they are subsequently slicked. 


he essential requisites of a good core 


machine for making large cylindrical cores 
are that it shall feed the sand into the core 


n a continuous stream, that the resistance of 


the core shall be sufficient to insure proper 
packing or ramming of the core, that there 
shall be 


to produce a good surface for the core, and 


a sufficient slicking action in the dies 


that the core as it emerges from the machine 
shall be received upon a properly formed sup 
port. 

Mr. Geo, H. Wadsworth and Mr. Sherwin 
invented a core machine some years ago for 
making small cores. With this machine they 
were able to produce cores of about two inches 


in diameter. Mr. Wadsworth severed his con- 








ne 


hi 
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GRINDER FOR CONING CORES. 


nection with the Railway Speed Recorder Co., jj subsequently sawed to the required length and 


Kent, O., some time ago and became connected jg tapered by means of a special grinding attach- 


f 
< 
< 


with the Falls Rivet & Machine Co., of Cuya-|f ment shown in one of the halfto 
hoga Falls, O., and he turned his attention im-'§ emery wheels are provided, so that one can be 


mediately to the development of a large and 

















better core machine. The result is shown in} 

the accompanying illustrations. ‘This machine | 

will produce cores from 3¢ inches up to 6 

inches in diameter. All cores have a continu 

us vent the entire length of the core. This 

vent is formed by a stationary vent wire about 

which the core slowly rotates as It passes 

through the die. \s the cylindrical cores 

emerge from the machine they have a slight 

rotation which assists in keeping them straight 

on the receiving plates. [or the smaller size 

if cores corrugated iron receiving plates are 

used, while the larger sizes have special plates 

which fit about 1% of the circumference of thr 

core. ‘These plates are shown at 17 1n on 

of the accompanying halftones. ‘The rest for 

supporting plates is also shown at 20 
On account of the fact that large cor re 

quire a slower motion of the feed screw than 

small ones, this machine is so constructed 

that the driving pulley can be taken off from 

the stud on which it usually works and con 

nected directly with the intermediate gear, thu 

increasing the speed of the machine in the 

ratio of one to three. With this machine from 

200 to 600 feet of cores can be made per hour 

A 6-inch core 24 inches long can be mad 

in less than 20 seconds The cores are oll 

cores and require no rodding The slicking 

of the surface presents a close surface t thie 

metal, which reduces the tendency of the — parts orcoRE MACHINE: I. HOPPER. 2. DIE BUSHINGS. 

metal to penetrate the core, at the same time 3. HAND WHEEL SHAFT. 4. PULLEY. . INTER- 

this slicked surface is sufficiently porous t MEDIATE GEAR. 6, DRICING PINIONS. 6A. PINION. 

cathe tie tunes to ttdéiciae te Ve ee con 7. CAP. 5. INTERMEDIATE GEAR STUD. 9. CLAMP 

RING FOR L. D. QA. CLAMP RING FOR S.D. 10. HAND 

portion of the core and thus find their way WHEEL HANDLE. II. RIVET FOR HAND WHEEL. 

to the vent verv readilv 12. FILISTER HEAD SCREWS. 13. SMALL SCREW 
All stock cores are ordinarily made in HOLDER. I4. GEAR GUARD (PULLEY STEEL). 

‘ ‘ : : : : 15. VENT WIRE. 17. CORE PLATE. 15. SCREW. 

lengths of 24 inches. If they are required 19. DIE. 20. REST. 21. CAP SCREW FOR PULLEY 


in shorter lengths for vertical work they are 22. REDUCTION BUSHING FOR SMALL DIES. 
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set to the taper and length of the lower print 
and one to the taper and length of the upper 
print, thus saving time by enabling the work- 
men to grind both ends of the core without 
laying it down and without having to stop 
and change the setting of his machine. It is 
a great deal quicker and cheaper to make 
standard cores, saw them to length and grind 
the ends, than it is to make half cores and 
paste them together. Then too, the resulting 
product is-very much better and more uniform. 


A GLOSSARY OF METAL FOUNDING TERMS. 
BY A. E. FAY. 

Note.—This is intended as supplementary to 
Bolland’s “Eneyclopedia of Founding,” and 
to Hasluck’s Glossary contained in “The Pat- 
ternmakers’ Handybook,” and terms adequately 
defined in those books are omitted. Some 
words and meanings that are very little used 
are included, although there may be better 
words for the same thing or meanings for the 
same werd 

Annealed Sand.—Baked sand, dry sand. 

Arris—Projecting edge of sand in a mold. 

Balance—In figure molding, a large exten- 
sion of the core forming its base and designed 
to be imbedded in the molding sand, to bal- 
ance or hold the core in position, analogous to 
core print. 

Cabbage Pot—A kind of mortar used with 
pestle to reduce scrap metal, as brass iron, to 
a ball. 

Cake Core—A dry sand core placed so as to 
form a cover toa mold. This use of the word 
core is not strictly correct. The fact that a 
part of the mold is made of dry sand is not 
sufficient to warrant calling it a core, if it does 
not have the function of a core. 


Ring—A dry sand ring used at the top 


Cak¢ 

= 1 “ ” 
of a pipe mold in the same way as “cake core 
above. his is the better term for this ar- 
ticle 


To Camber—In bedding, to give the pattern 
the necessary deflection in order that the cast- 
ing shall come out of the sand straight. 

Card of Patterns—A series of small half 
patterns, usually united to the runner patterns 
and fixed to the pattern plate. 

Coping Board—In loam molding, a sweep or 
strickle used to form the outside and top of 
the cope or “coping.” 


Core Board—In loam molding, a sweep or 


strickle used to form the body of the core. 
Cottle—A side of a metal mold. 


Crib—Flask for upper part of loam mold. 

False Side—A side or section of a mold 
made hastily, to help in the construction of the 
mold, and before casting replaced by one 
more carefully made. 

Flat Back—A flat plate with such portion of 
the pattern rigidly secured thereto as can be 
readily drawn from the mold. 

Ferrostatic Pressure—Pressure created by 
head of iron. 

Filler—A cement used to fill holes in cast- 
ings. 

Gate-Git—Git Head—English term for the 
passage into a mold through which the metal 
is introduced. 

Gate Cutter—A machine for cutting sprues 
from castings and also a molder’s tool for 
forming sprue holes in the mold. 

Head—Head Gate—S prue—Ingate—Same as 
gate. 

Janner—Spring Chaplet. 

Kellet—Core bar setting for pipe mold. 

Kishy—(adjective)—The fretted appearance 
of metal after being cut or machined caused 
by defects in the casting. 

Match—See Bolland’s definition of “Match 
Fare” 

Mould—The English spelling of the Amer- 
ican “Mold.” 

Multiple Molds—Multiple Molding—A sys- 


tem ¢ 


f molding, consisting in forming double 
face mold sections having the impression of a 
half pattern on each side, and piling them one 
upon another to form the molds between them 
in vertical series. 

Odd Side—Odd Sand Part—A sand, plaster, 
or other molded composition held in a frame 
and used like a match or flat back. 

Peen—Pein—Pene—A rammer for molding 

Picks—Air bubbles sometimes found in plas- 
ter mold stereotyping. 

Picking In—The operation of drawing into 
or within the external surface of a pattern, a 
movable part which projects to form an un- 
dercut place in the mold. 

Picker Out—A pointed and hardened steel 
wire used to repair molds. 

Print—Indentation in the mold formed by 
the print on the pattern to receive something 
to be set in the mold. 

Printing Back—Punting—Returning a_pat- 
tern to the mold to slick and finish the surface, 
the pattern being first coated with black lead 

Returning—Same meaning as printing back. 

Ridge—Central runner, 


Rowel—A ferrule or ring of sheet metal 
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made slightly larger than the core print and 
embedded in the sand by slipping it over the 
core print and ramming it up with the pat- 
tern. It is used as a support for the core. 
Runner—Passage for the molten metal lead- 
ing from the sprue or ingate to the mold 
Runner Head—Gate or Sprue. 
Board—In board 


or sweep used to form the seating or bearing 


Seating loam molding, a 
at the bottom of the mold on which rests the 
cope. 
Silhouette Plate—Stripping 
Slot Plate 
Slurry— 


plate. 
Stripping plate. 
*k sand and clay wash for molds. 
Slackening—Loosening or removing part of 
a core or mold to permit the casting to shrink 
without cracking. 

Springer—Spring Chaplet. 

Stool- 


projecting up into a mold, usually through the 


In a molding machine, a rod or plate 


pattern, and designed to support some part of 
the mold as a green sand core, when the pat- 
tern is drawn. It is really a species of strip- 
ping plate. 

Stool Plate—A plate to support one or more 
stools in a molding machine. 


Tedge—lIngate for metal mold. 


MOLDING MACHINES.* 


The value of a foundry foreman to his em- 
ployers depends almost entirely upon his efh 
ciency in three directions, first—his ability to 
work in perfect harmony with his men, and to 
secure from them their very best services; sec- 
ond—his ability to turn the work out by the 
time and in the order required, providing other 
conditions will permit; and third—his ability 
to produce the best castings at the lowest cost, 
and there is no appliance or equipment that 
can be placed in the foundry which will as 
effectually assist him in this last named direc- 
as the molding machine. 


tion This may not 


generally be known, but it is, nevertheless, 2 


fact which is being demonstrated in many of 
the up-to-date foundries throughout the United 
States, and especially in our own city. 

hand 
from the use of molding machines, are: 


The advantages over work resulting 
First, 
increase in output, and second, the superior 
In the 


iverage jobbing and machinery foundries ma 


quality and uniformity of the castings 


chine molded castings can be delivered to the 


machine shop at just one-quarter the cost of 


° Paper read before the Chicago Foundry Foremen’s 
Association, by George C. Nielsen. 


the same castings, if molded by hand, for in 
addition to the saving in the cost of molding 
there is also a great saving made in the cost 
of cleaning and finishing, for castings made on 
machines require practically no chipping nor 
filing, a little milling making them perfectly 
clean and ready for use. 

When contemplating the introduction of ma- 
chines, there are several points which should 


receive the most careful consideration, such 


for instance as durability, simplicity and ac- 
curacy which three combined effect efficiency 
I find 


machine, when fitted up properly, is very well 


From experience that the draw plate 


adapted for the general run of foundry work 
Patterns and plates for these machines can be 
made of either wood or iron, depending upon 
Wooden pat 
terns and plates give excellent service and can 

\ little 
explanation of this method of fitting up the 


the number of castings required 
be very easily and rapidly prepared 


machines may be useful to those who are in- 
terested. 

Both patterns and plates should be made of 
Che 
cope and drag of the pattern should be tem 


close grained, well seasoned hard wood 


porarily fastened and trued up together at the 
parting to insure perfectly similar outlines. The 
stripping plates should be composed of strins 
of wood about 6 inches wide, the thickness de 
pending on the size of the machine to be fitted. 


1 


These strips should be glued together, the grain 
] : 


of the wood being reversed for ends and sides, 


to eliminate all possibility of shrinking, and 
corrugated fasteners driven across the joints 
to give additional strength The first wooden 


plate should be planed and fitted with pins for 
the flask, located at 


line of 


correct dis- 
half of the 


exactly the 


tance, the out one pattern 
should be marked upon it in its proper position 
Pat 


are 


and the plate cut out around this line 


made of well seasoned pine, 


tern supports, [ 


screwed to the yoke of the machine. The 


pl ite 


strip 
ping is temporarily fastened to its ma 
through the 


opening and screwed onto the pattern supports 


chine and the pattern dropped 


To fit up the other half pattern to conforn 


to the pattern and plate already made, the first 


stripping plate is removed from its machine 


and laid upon the unfinished plate, the pins in 


one fitting into holes drilled in the other. The 
opening in the first plate is carefully marked 
upon the second which is then cut out; in this 
way the openings in the plates are made exactly 


alike 


respective 


Both plates are next fastened to their 


second pattern is 


machines, the 
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dropped through the opening in its stripping is one that is run either continually or at in- 
plate and screwed to the pattern supports. By _ tervals, the outfit of stripping plates and pat- 
this method the whole operation of mounting terns must be considered in the light of an 
patterns, whether of the simplest or most com equipment and not an expense. 
plex nature, is performed without the use of a The average saving in the actual cost of 
scale or measurement of any kind, and the pat molding which the draw plate machine is able 
terns are located so perfectly that there will be to effect I find runs from: 50 percent to 60 
no off-sets of any kind on the castings. Gate percent, although from my own experience I 
forming pieces are screwed to the stripping know that greater savings than these can be 
plates and sprues with telescoping buttons are made. I have in mind just now a hand wheel 
used so that when the sand is struck off from for a copying press. This pattern is fitted in 
the cope this piece can be taken out, leaving a a set of 10-inch round machines, the rim and 
perfectly formed sprue irms are both round and the parting is in the 
In some foundries an iron frame which is center. I have a few photugraphs here show- 
cut out in the center to within a distance of | ing the machine and the way the job is fitted 
say I nches of all sides to receive the up. One laborer makes 25 complete molds in 
wooden stripping plate is used for supporting 114 hours at 1¥4 cents apiece, whereas when 
the flask made by hand they would cost 5 cents, as a 
lo illustrate the durability of these wooden  molder puts up only 60 flasks for a day’s work. 
patterns and plates I would say that I have in) On this one job you will see I save 334 cents 
the foundry machines that were fitted up over a flask, or 75 per cent | have another job in the 
two vears ag Hundreds of castings have foundry now, consisting of castings for a large 


press, which is fitted in three sets of machines 





One man puts up in a day 12 flasks from each 
set, the total weight of the castings amount- 
ing to 3,500 pounds, which I am sure it would 


take at least four molders to put up on the 


By far the best results can be obtained from 
the machines when operated by ordinary labor 


ers. A laborer learns thoroughly how to do 








just one thing and that he does quickly and 





efficiently. His ignorance in other directions 


MACHINE FOR MOLDING A HAND WHEEL. s n assistance and not a hindrance to him, 
for a floor molder, if his mold drops, starts at 
been made f1 them yet they are now in as__ once to patch it, whereas the machine operator 
good condition as the day they were sent down not knowing how to do this, shakes the mold 
tome. I] v, too, from experience that pat ut and rams it up again in less than half the 
tt hine will outlast thre time that it takes the molder to patch his. A 
are soon rendered worth machine operator will also set cores in the one 
ess by t ntinuous rapping which they re way which has been taught him much quicker 
than a molder will, who always has his own 

ng patterns and plates for ideas as to how things should be done 
ds almost entirely upon tl \ few words regarding the utility of the 
some patterns being quite machine I think will be quite interesting to 
others exceedingly simple some of us. Only a few years ago we con- 
I car y 1 however, that on an order for sidered that their usefulness was limited to 
stings requiring three days to be molded by flasks up to about 18 inches, but gradually their 
1, tl be fitted up in the ma scope became broader and broader until to-day 
molding the castings we are building machines for molding castings 
i terns and plates, including eighing 13,000 pounds; these machines weigh 
he cost of materials used, will not equal tl bout 2 tons each and will take flasks 5 feet 
f three days’ work of molding by by 10 feet Machines for molding castings 
fter the third day the saving — such as large dynamo beds and boiler sections 
effected by increased output and the use of measuring up to 60 inches in width, fly wheels 


cheaper labor is a clear gain. If the pattern 60 inches in diameter and electrical machinery 
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raws of 28 inches are being so we ask, “why not use lime in the first 





t the country by all the well charges?” 
n manufacturers of these different lines Again Mr. Keep says, “do not tap the slag 


case has just been brought to until 10 tons 


f 
r 


t ire 
ttention of a foundry in which a set of the Why not What is the use of keeping a 


ree machines mentioned above have recently great amount of cinder in the cup 
installed for molding some patterns from In running a small cupola j8-inch) that 
ich only 3 castings were required, which would mean don't tap the slag at ail for a 10 
ks volumes for the utility of the machine, n heat Then you would bi liged to let 


here is not the heretofore considered t ccumlating cinder run int e with 
. the 1 r else run int yeres 
necessary great duplication of work to be made. ‘""* saat mot : 
, | + s tl yract here to open t slag hole 
hese large machines are being operated quite | . : ni 


xtensively now as a turn-over machine; they 


, , . way . } hole and allow it to run continuously if pos 
fitted on the sides with trunnions so that wie. ihe sregares okt. 
a = ld has been r: , +] sible The cinder will often run after the 
he drag mold has been rammed up, the 
’ second ton of iron is poured 


chine is lifted up by a quick acting crane, : 
\gain Mr. Keep says use about 40 lbs. of 


irned right over, the pattern is drawn up setts a rot 
, 1 4] . , mestone to the ton of 1ron ihat 1s doubt 
ls and the machine and pattern returned, : , 
; ; sated a less a very good general rule and gives good 
eir original position This you will se : : See 
: . é a a results Sut often the coke 1s high in ash, o1 
tes the necessity of barring the drag flask “phe eg 1 
: ; ; high in sulphur, or wet; then 40 Ibs. to the 
e case of an exceedingly complicated ; ; 
: n is not enough. If the iron is very sandy 
ter! aving deep pt ckets to be m ded i P ‘ . 1 
ind the runners and gates are dirty much 
d is insured which might not be ob : Aut ¥ : - 
more ime 1s needed, 0O Ss to the ton woul 
if the flask were lifted from the ma ; ' nae 
ve mucn etter. 
ind turned ver ac rding sual Vr Keep sdvice to use the lime upon the 
} . ld no } ref; _ > AMmiIce Tate . ie 
( It would not, therefore, be ami for i ee ae net ee 
¢ sav t t] macl e can be sed t 1d ; , fig ane ime 
O¢ T d no Vv casting, reg lless of at ’ , P ‘ ed ° n im 
t be molded by hand ‘ ait 
) 
fou Iryn en's Laboratory 1 interested 
| f The Foundry in testing many practical directions, to find 
- ss ( 1 1 telli 
faa \ y M Ke ¢ ( | 
gel C1] I ( I f thumb 
o 1 9 id great many 
D> ‘ 1 Qive nation « i 
oO ¢ V1IVel but 
‘ go V1 
: N. W. SHEp, 
i 





e 
+; ‘ ooing 
\ ¢ rl¢ first 
( | | ( ¢ ( re 
1 e f ; ‘ ) W take ( the plant 
Nf 1 ' 
Nn | | whv In ‘ I ( Vi‘ ( Vialleable I: ( pliant 
’ ] f } ] ] 
rv the ne S rg I Ty 1 1 V¢ eq pe Wile 
1 
¢ ry ; B ff | nndar ( na er ( eveTra V¢ 
Oo ed ' \ r lact numbe r it ‘ s found ( Perk ns MI ichnineg t: = : oo yuth Bo ton, 
. : , 
\ e) ‘ good in the rst \I purchased the property at Warren, 
) : 1 \J former), occur ied by +} Slater En 
roe 1 ' the irges Vi I 1 \ ) up! 1 \ Lie i A 
a , 
if P ros snot f ke in pola e ( \\ remo er place 
LY o by ne here is often 10 to Addit \ ‘ id é ichine shop 





erable sulphur will be absorbed The Holland Development Co., New York 
et , 1 kewise f the first i een corp rated wit B 4 ita I $30, 
p ge ooo, to manufacture t nat ery, et Di 
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A MOLDING SAND DIFFICULTY. 


When any one attempts to run a foundry 
in a new country he is confronted with many 
of these is the molding sand 
frequently is a troublesome 
one, especially in a country where clay predom 
inates and sand is an extremely scarce article 


Some veat 


s ago two small foundries were lo 


cated on opposite sides of the street in a west 
ern tow! Both of them obtained their mold 
ene ceed of ' 


a distance. One of the foundry 


properties backed upon a water front; and in 
connection with some improvements _ being 
nade, when one morning a tramp lounged 
in asking for work, the foreman of the foun 
dry put him to digging a hole in the bank back 
of the foundry \fter working a short time 
the fellow came to the foreman and called 
his attenti to the fact that there was a 
small streak of sand in the side of the bank 
which looked to him “just like the dirt they 
were hauling in on the cars.” The foreman 
took some of into the foundry, tested it, 


and found it was, as the tramp had thought, 





ng sand, and of good quality. He told 
the 1 to get e could of it and wheel it 
up and put it into the sand shed. He then 
forgot about the matter entirely. 

\ t \ week later in passing the 
sand shed noticed that it was as full of 
s uuld hold, which surprised him 

nsiderably. He called up the man who was 
still w Q the excavation, and asked him 
where he got all that molding sand. He re 
p! d followed the seam back into 
the b e foreman then went to the bank 

d f that the workman had excavated 
so far tunnel, following the seam 

ght into the bank. While they wer 

king, from the rear end of the tunnel, out 
came the foreman of the foundry across the 
street madder man it would be hard t 
He wanted to know (with a little brim 

st ry) what on earth they had been 
nder g his foundry for! Bewilderment 
was cceeded by explanations and upon in 
vestigating the matter they found that the tun 
nel extended across the street and under a cor 
ner of the opposite foundry. The rival foun 
di t completed an extra large mold 


to their satisfaction, when they were mystified 
and chagrined to see it crumble, lose its shape, 
and sink into the earth. The foreman thought 
this was a seismic disturbance that demanded 
and that at 


ploring the operations had come through to the 


scientific research, once, and ex- 
opening of the tunnel 


Considerable difficulty was experienced in 
settling up the matter, but it was finally ar 
ranged that the foundry which had dug the 
half of it to the 
foundry and that they should also fill up thi 


hole 


sand should deliver other 


As a consequence, one foundry got a 
good supply of molding sand for nothing and 


the other one was put to quite an expense to 


fill the tunnel. 


A Little Water Did It. 
McIntyre’s foundry came near being blown 


up the other day. Casting operations had 


ust been completed and the remaining iron 
and coke was dumped as usual. As soon as 
the hot mass touched the earth there was a 


terrific explosion which scattered hot iron, fire 


I cinders, etc., in every direction. There 


yricks, 


1 


was a little pool of water under the cupola 


where the stuff was dumped which was the 


cause of the blowup. ‘Three men were in the 
casting room at the time and had narrow 
escapes. The cupola in which the iron was 


melted is a total wreck and the windows in 


he building were also blown out. 


A Busy Foundry. 


ie Victor foundry is shut down today to 
stock of 
The weather was so spring-like this 


allow the men to accumulate a fish 


stories 
morning that the men were seized with a vio 
lent epidemic of spring fever, which incapaci- 
tated them to such an extent that they could 
not work 

met later at the 


It is reported that they 


home Sam Gibson and went in a body to 


of 
the creek north of the city, armed with fishing 


tackle and bait. 
New Wood Foundry. 
Port Townsend has a new wood foundry, 
where steam power will be utilized for cut- 
ting stove wood. It is located on the old 


Eisenbeis dock on upper Water street, and is 
Harry Garfield, H. C. Halden, Ed 
Sims and Ed The steam was 
put in operation yesterday for the first time 
and attracted The wood, in 


owned by 


Christian saw 


many 


spectators. 








mcn engths, will 


rk that understands tending furnaces and 
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be cut from logs taken 


m booms to be towed here from Hadlock, 


w Bay and Oak Bay, and it is announced 
sufficient logs are now on hand to cut 
cords of wood 

he above-mentioned foundry is of a new 
s, so far as our knowledge of foundries 
neerned, but we presume that it belongs 


he same general class as the old and well 


POINTS FOR BRASS FOUNDERS. 


PRACTICAL TRAVELING MAN 

white metal for patterns is all right. 

ust saved me a few dollars on a rush job 
are all over the country 

tance in the brass foundry bus! 


s. Do you know a good man who is out of 


1g metals? Excuse my pert answer, but 
good man is never out of work. If you 
the position, steal one; good 


ly be obtained by special induce- 








aig on 
ts. Just make known your wants in 7/1 
\ W come in touch w the 
- oking 
I So! to hear 
Oring man c 
' es brains. This is just the place 
entt awd ane en agree ae 
D t a SS c¢ f Ss nade to 
r +} aw . +} 
n ne¢ me side ofr ¢ ther 
¢ c ad get the very Des in you 
vour furnaces and he w earn you 
; P 
keep go tne met 1 tne p S ind 
I K 
Ww 3 secured the work fron 
: , : : 
company. If you make the driv 
gibs. side rod boxes, and the engin 
‘ k boxes from this formula. 80 
S Dp parts lead nd 10 parts phos 
n give them a me ist what 
we nd service \ can ust 
Dp Ss compos tion or where 
) t vou are sure t p 
y yhor r min f + 
s Qive you metals equal t ew ma 
S er excellent bearing eta 
: ; 
‘ ) wn rN co Ve C co ) rd eT ce 
r its cool running qualities, is made 
. - ant narte cont r a) art 
W Seventy par /pper, 20 pat 
rts phosphor tin In pouring this 
wil be necessary to kee p 11 Wwe 
the lead content being n sucl 
v roportion, has a tendency t separate, 
e mixture 1s a mechanical and not ar 
: ; 
i ICld must no ¢ 1) 1re¢ 


too hot 


Another good point with this 


is to shake out molds and plunge int 


metal 


» Wa- 


ter; this sets the lead contents and prevents 


bleeding. 
time to explain how these little partic 


metals act when combined togethet 


Now the general engine castings shot 


It would take up too much of your 


1 
les of 


ild be 


of a good quality of red brass. By using 80 


parts copper, 10 parts spelter, 5 parts t 
5 parts lead, this mixture will fill the 
perfection for all ordinary engine casti 

\bout the freight car boxes—it will 
nger time to explain this branch « 
usiness than what you think, so will 


say good-bye until we meet again 


COMPOSITION CHAPLETS. 


I wish to ask the readers of 7 


1 question or two in regard to brass anc 


position chaplets for heavy brass castin 
ny one give a rule for determining 
é ; 
*haplet in relation t 
ness of the casting and the metal of wl 


We want a chaplet that 





} ' nred 
) x p ured 
solutely sure to withstand the action 
+ ) } 1 + +! t t 
i W \ eiIng Cas lat 1S, some 
t y } nd t 
W l ¢ iway and allow rne¢ ¢ 
, 
lisplaced At the same time, we w 
I +h t W Tuse togetner with 
4 ») withst 1 water pressure 
1 
100 t 2,000 po per square inch 
4 
\s nea S e write! in judge f 
experien _ 4 irivV 20 ears yn ¢ 
S yt T 1 t nlets ' 
a4 I ( pp lapiecl ( 
¢ p led pon ey W eitner < 
W < ré¢ to get 1 I ) 
y W t fuse and te wil { 
1 { { 1 leak where they ‘ 
: 
\ the readers may not agree w 
| ke the ground that it 
erte rT W wnt ( ipiet 
sting 1 if so desired, t I 
t afterwards | insert brass plug 
P | 
p ( | ) r r¢ W nanKe A 
prevent leak 
Hop y ¢ ear fron er { 
[ ren \ , 
\ Ry 
e Board of Trad Conn 
! I 
e1lVve ce ron ¢ I ¢ I 
v e f Pittsburg, that 
| led not , ) { 1 { ( 
¢ eC ) aa t p i 
ville The city offered a ) 
ooo, but e « npany not ta 


in and 


bill to 


undry 
1 com 


brass 
+ 
to 

away 


ting 
pla ed 
1 me 
ind 
Ieavy 
lem 
their 
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CAST IRON NOTES. 


Devoted to inquiries from Practical Foundry- 
men on the subject of Melting and Using Cast 
Iron. Address all inquiries to W. J. KEEP, care 
of The Foundry. 


Bath Tubs. 


Ouestios “Do American founders pickle 
their cast bath tubs in hydrofluoric acid 
previous to enameling or do they simply clean 





with the sand blast? 


“What is the best composition of pig iron 
suitable for this purpose?” 


lnsw The pig iron should contain the 


1 j 17 


lowest silicon that will allow the iron to fill 


the mold The trouble is with the 


graphite that silicon dislodges between the 
uns of the iron 
the surface f the cannot be 
and be filled 


will ve 
softened graphite. Sand blasting, which 
| 
i 





Any wet pickle will soften 
metal. This 
small cavities 
is the universal practice, will pick out the parti 
a clean metallic sur 
\ny 


most 


and leave 


cles of graphite 
face for the enamel way, you do this 


difficult 


1 


work, it is one of the that the 


founder has to contend with. 
Sprues and Scrap. 

Question. “What is the usual percentage of 
return or remelt in a well 


What ] 


he sprue 


regulated shop? 


percent is t alone? What is a 


good analysis for light machine castings, such 
is sewing machine or even lighter castings ?” 
[nsw In a stove foundry running on a 


general line of stoves from 38 to 4o percent 


would be right, 35 percent would be 


spruc r If the work is lighter the re 
ly oS oe 1 } 

melt may increase. [Tor light machinery, silt 

con 2.20 to 2.80 percent, sulphur .o&85 percent, 


70 percent 
phosphorus 
manganese .60 percent, and sulphur will 


¢ 


re about 


Iron Chilling on Sides of Cupola. 


Ouestion. “In melting I have 


0.90 percent 


so much rat 


er iron left: the iron seems to chill on to the 
sides of the cupola under the tuyers and when 
the bottom drops there is a big lot of smal! 
pieces of iron mixed with the remaining 
coke 


Answer. If you melt iron hot there will be 


no chilling on the sides of cupola. Get the 
before you put the blast on and be 
sure that you have enough bed to get hot iron 


Cupola Loss. 


“Which of the following methods 


figuring loss: 


is correct for 


On a six days’ melt- 
Pounds 

Pig iron charged 36,000 
Scrap charged 


Remelt 


15,000 
Q,000 


00,006 
Yield 


Good castings 


sess 40,000 





Scrap Ae 6,000 
foundry castings .... 2,000 
Remelt wSed: ONCE « ..:.4.00cs05 sees’ O00 

57,000 


5 percent loss 3,000 
1 


Or the following 


Pig iron scrap and remelt........... 6,000 


Good and foundry castings and scrap 48,000 


Remelt on hand at end of week.... 3,000 


51,000 


15 percent loss 9,000 


“Do you base the percentage of good cast 


ings on the total put into the cupola or on 


the total castings pound?” 


Answer. Neither is correct. To figure loss 


you must take an exact inventory at the be 


ginning of the work of all your own scrap 
iron that may be put in the cupola during the 
week, not counting pig iron and foreign scrap 


Carefully weigh throughout the week all pig 


and foreign scrap and remelt, charged and 
weigh all castings produced aside from re 


1 


he week make an inven 
Add together all 


pig iron and foreign scrap charged during the 


end of t 


At the 


ry of all 


l¢ 
meit, 
remelt on hand. 


1 


week and the remelt inventoried at beginning 


of week Subtract from this all good cas 
ings made and the remelt left over at the end 
f the week and your loss should be about 


5 percent If it is more your weights are 


correct or else you are throwing away iron 


n your cinder. It is very difficult to figure 


sss as there are leakages that cannot be 
located The loss on a very smali melt 1s 
ich greater thar on a large melt, for th 
reasoir that the loss is chiefly tn iron thrown 
away in the drop from the bottom. Base the 
percentage of good castings on the total melted 
r on the total pig and scrap charged as you 


Aluminum in Iron. 
“Will 
} 


by putting the 


Question. aluminum mix with cast 


iron same in a ladle? It seems 


to me that the difference in the specific gravity 


will interfere with the proper mixture.” 


Answer. \t instantly forms an alloy, and the 
from the 


aluminum can never be separated 
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Axle Boxes. 
Question. “In our last cast 50 percent of 
made were bad through the casting, blow- 
g off 
Ve have tried coating the mandrels with tar 
d plumbago and oil. We find that all such 


he mandrel used to form the hole. 


heel boxes seem to be made on mandrels. 


Ve use all scrap iron, would that have any- 
ing to do with it?” 
Inswer. An axle box is a hard thing to 
ike. Why don’t you use an oil core so as to 
ive your work until you learn to use the 
andrel successfully. 
To Mold a Camp Stove Cover. 


Ouestion. “IT have a number of camp stove 


Is to make which are exactly like a_ pot 
ver with a 3-inch crown. The cover is 3-16 
-h thick and 13-inch diameter. Is this job 
table for a snap flask? Which side up 


Where should it be 


mace? 


in and how many should a molder make in 
day! 

Answer. The job must be made in a flask 
the floor. The concave side should be up. 


f you can keep the surface smooth enough, run 
with one flat sprue at the center, but by 


ting it at the side you will have a smoother 


isting The number per day will depend 


ipon the molder. 


Mixture for Pump Castings. 


Question. Can you tell me a good cast iron 


ixture for pump castings, hydraulic accum 


Answer. For heavy work make a mixture 
th 1.20 to 1.50 percent silicon and less than 
9g sulphur, .60 phos., and .80o man. For me 
um work, 1.50 to 2.00 silicon, less than .o8 
60 phos., and .80 man. ‘There is no use 
ving the names of irons. Irons made from 
ke Superior ores make strong castings, and 
ilso made with charcoal the castings will 


much stronger. There are quite a numbe: 


‘ ° 


f other irons that have a great reputation for 


parting strength. If you will charge cast 


ron borings in your cupola as explained in my 


ok “Cast Iron,” p. 131, you will increase 
h 20 percent and will make a very close 
Stove Plate Mixtures. 

“What brands of Southern (Ala- 
ima) pig iron are most commonly used in 


*S 


Ouestion 


ve foundries and what percentage of scrap 
usually mixed with it for first-class prod- 
tr 

Answer. The irons made from all red ore 


e best because they are non-chilling. There 


are a very few brown ores that produce non- 
chilling iron and 25 percent of such ore and 
75 percent of red ore make a good stove plate 
pig iron. 

Ask such a company as the Tennessee Coal, 
Iron & R. R. Co. to guarantee an iron from 
You will be 


obliged to use some silicon iron to soften. If 


all red ore and you will get it. 


you use No. 1 and 2 soft and No. 2 Foundry 


you can use 10 percent stove plate scrap, but 


it is about as cheap to use 1o percent No. 4 


TESTING CAST IRON.* 


BY DR. RICHARD MOLDENKI 


The study of cast iron as one of the im- 

portant factors of our industrial economy is 

becoming more general at the present day, 

every side of the problem receiving attention 

by expert investigators \s the result of a 

long-felt want among buyers of castings, and 
l 


vy the 


the increasing information acquired 
manufacturer, there has recently been inau- 
gurated a movement toward the adoption of 
regular specifications upon which the product 
of the foundry may be bought and sold 

As this movement toward a fixed basis for 
valuing cast iron and finished castings has 
every indication of a successful termination, 
we are justified in placing this interesting and 
many-sided material in the category of the 


things we know something about \nd yet it 


is only in very recent years that the direct 
application of chemistry in foundry work has 
explained what occurred during the melting 
and casting process, has allowed the making of 
new and delicate combinations, and tended 
toward a more systematic exploitation of the 
various classes of metal handled daily 

\s we expect to go into the methods by 
which cast iron may be tested in regard to its 
quality, it would not appear out of place to 
enlarge a little upon the metal itself, bringing 


out the points which have a direct bearing on 


uur study. Cast iron is an alloy in which 
there is nearly always present mechanically 
mixed graphite. It consists of iron itself, in 
which are dissolved the carbides, sulphides, 
silicides, and phosphides of iron and mangan 
ese, besides small quantities of other ingre- 
dients of less importance. We may in fact 
call cast iron a steel with a much greater 
quantity of impurities. Yet these impurities 
will determine whether the casting will be 


*Read before the New England Foundrymen’s As- 
sociation, Feb. 10, 1904. 
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soft or hard, black in fracture or white, tough 
or brittle, in fact whether there shall be shown 
opposite qualities of various kinds, with all 
that this means to the founder who aims for 
one kind of metal and occasionally gets quite 
another. 


The Metalloids. 


Of the elements carbon, silicon, sulphur, 
phosphorus, and manganese, prominent in the 
order named, which are found associated with 
the iron in our castings, the carbon present is 
by far the most important. Whether it is 
mechanically mixed as graphite, or present in 
the form of an iron carbide, will depend upon 
the amount of silicon in the metal, together 
with the rate of cooling from the melted state 
during the casting process. Now, all cast iron 
has either a maximum of graphite with a 
minimum of combined carbon; the opposite 
state of affairs; or varying proportions of the 
two; as the sample under consideration has 
either a fracture which is dead black and 1s 
soft, or is white and hard, or varies between 
these two extremes. Furthermore, the quick 
cooling of the shell and slower loss of heat in 
the interior of a casting, means a higher pro- 
portion of combined carbon in the outer than 
in the inner portion, the total carbon of every 
portion of the casting being practically con- 
stant. The bearing of this upon the testing 
question is seen when the utter lack of homo- 
geneity in the metal, so far as concerns the 
distribution of the combined and graphitic por- 
tions of the total carbon is taken into account. 
Any chemical determination of either of these 
two forms of carbon is therefore only an aver- 
age, and not a specific representation of the 
actual state of affairs, unless, indeed, minute 
quantities carefully planed off at given points 
be analyzed. Hence we will readily recognize 
the futility of testing cast iron chemically so 
far as the carbon content is concerned. And 
yet we often run across specifications for pig 
iron in which the graphite and combined car- 
bon is laid down as highly important, when 
actually the total carbon is attempted to be 
reached. 

The next important element is the silicon. 
This is very evenly distributed in the metal, 
and is therefore correctly located by the 
chemical way. It is, however, principally use- 
ful for its action on the carbon content. No 
silicon means all the carbon in a state of com- 
bination. Even without the accelerating effect 
of chills, the iron will be quite white when 


poured into green sand molds. For thin cast- 


ings this is the case up to some .75 silicon 
content. Above this, or where the cast- 
ings are over % inch in thickness, and 
have taken time to cool, some graphite 
has been thrown out. Everything — elss 
being equal, this separating out of graphit: 
becomes more and more pronounced as the 
silicon goes up, until about 4 percent is 
reached, at which point we begin to run int 
other troubles. 

The strength of a casting depending upon 
the relation of the carbons present nearly al- 
together, and this relation upon the silicon 
content and the rate of cooling, a direct break 
ing of a casting, or the test bar supposed t 
represent the iron in it, is the best indication 
of the value of the material for commercial 
purposes. All our testing methods must there 
fore be based upon the resistance of a properly 
prepared, shaped, and sized bar, to a breaking 
force applied as nearly approximating service 
conditions as possible. 

The sulphur is the next element of import- 
ance. The better this is kept down the less 
evil the results. All specifications for pig iron 
as well as cast iron should contain a clause 
limiting the sulphur content. Not only is the 
sulphide of iron very weakening in a casting, 
but the effect on the carbon present is very 
marked, much more so than is the case with 
silicon, weight for weight. The effect of the 
two elements silicon and sulphur on the car- 
bon being of an opposite nature in a great 
measure, the effect of undue quantities of the 
latter may be somewhat counteracted by in- 
creasing the silicon. Taking the three arbi- 
trary divisions of gray iron castings, the light, 
medium, and heavy, a limit should be placed in 
the sulphur at .08, .10, .12, respectively. 

Of phosphorus and manganese we need only 
say that they also tend to harden the iron by 
keeping the carbon in a state of combination. 
This is only noticeable when the amounts 
present run much above I percent. These ele- 
ments, however, have other properties which 
make their presence in quantity a consideration 
of good foundry practice. 


Quality of Pig Iron. 


The next point to consider is the quality of 
the pig irons entering the mixture. A high 
grade, honest pig iron, when properly melted 
in the foundry, always makes a better casting 
than an “off” iron, so called, the composition 
of each being identical. That is to say, the 
blast furnace practice has a marked effect on 
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the ultimate strength of the casting, depending 
upon whether charcoal or coke fuel was used, 
ind if “mill cinder” found its way into the 
burden in large quantities. It must not be for- 
gotten that the melting processes of the foun- 
dry are not in the nature of refining methods 
in spite of the fact that silicon as well as 
manganese is burned out. It is very easy to 
ruin a good pig iron by remelting, but it can- 
not be improved if originally bad. The 
troubles due to bad blast furnace practice are 
probably due mostly to imperfect reduction of 
the ore or cinder before the melting zone is 
reached. At least that seems to be the natural 
inference. At any rate we have to deal with 
cold blast charcoal iron, warm blast charcoal 
iron and coke iron, excellent in the order 
named. Specifications for castings to be made 
of charcoal iron can therefore be made much 
stricter, if desired, than could be asked for the 
more general coke made product. 

Furthermore, there is a distinct difference in 
the constitution of castings depending upon 
whether the mixture consisted of all pig iron 
or had heavy scrap percentages. The latter 
castings are always the stronger. 


The Question of Temperature. 


Now comes the important “rate of cooling” 
in the discussion of the points bearing on the 
proper testing of cast iron. Here also the car- 
bon content is all important. If a fairly low 
silicon iron be cast into a section ™% inch thick 


1¢ 


t will be perfectly white, the carbon remain- 
ing all combined. If the very same iron be 
‘ast into a section 2 inches thick, it will be al- 
together gray in fracture. On the other hand 
an iron cast very hot has a higher percentage 
of combined carbon than the same material 
cast colder into the same work. Hence it will 
be seen that a test bar cast hot is stronger than 
one cast cold. 

It is therefore of extreme importance, in se- 
lecting a test bar to determine the quality of 
the iron under consideration, that a_ section 
sufficiently large be adopted to minimize as far 
s may be the effect of varying casting tem- 
peratures, and the chilling due to the mold. It 
may as well be said right here that a dried 
and mold is preferable for this purpose, thus 
it once eliminating the dampness incident to 


1 


ie green sand procedure. It further stands 
to reason that the often advocated ™%4 inch 
quare test bar is perhaps the worst that can 
e selected, all the results obtained with it be- 


ig artificially high, and subject moreover to 


all the varying influences of the mold and the 
pouring temperature. Again, it is also desir- 
able to take a round section in preference to 
the square one, thus cutting out the artificial 
chill on the four corners of the latter. 

We must further take into account the com 
mercial factors involved, in determining upon 
our line of testing. The ideal method is of 
course to actually break one or more of a 
given lot of castings. While quite an array 
of special castings can be and are thus tested, 
a careful canvass of the situation shows that 
at present only one line of work can be thus 
handled with satisfaction, and that is the cast 
iron car wheel The variety of specifications 
for this material are now being codified, and 
we will soon have a standard specification ac- 
ceptable as well to the consumer as to the 
maker. 

All the other 35 or more lines of cast iron 
products must be judged by the quality of the 
iron in them, and this by means of a test bar. 
For practical purposes even these classes of 
castings are limited to light, medium, and 
heavy jobbing castings, pipe, cylinders, and 
malleable castings. For these standard speci- 
fications are now being gotten up under the 
auspices of the American Society for Testing 
Materials, all those who are interested co 
operating with this association in an earnest 
effort to raise the plane of foundry work, and 
at the same time place cast iron in its proper 
position among the metals useful to man- 


kind. 


Size of Test Bars and Method of Casting. 


lhe selection of the section of the test bar 
depends upon two things. First, that it should 
be as large as possible consistent with a uni- 
form structure. Second, it must come within 
the limits of the ordinary testing machine. A 
series of test bars ranging from ™% inch to 4 
inches square, and of corresponding area 
round, such as made for the American Foun- 
drymen’s Association, has shown that for the 
gray irons any section above 1% inches thick 
begins to show weakness in the structure, 
while below 1 inch, the grain is unduly close. 
For the ordinarily white irons, the upper limit 
has not been found, while the lower is about 
114 inch. Now as it is desirable to make all 
transverse tests on supports 12 inches apart 
as the most sensitive distance for bending 
pressure, and as 5,000 lb. is the limit of the 
ordinary testing machines in use in our foun- 


dries, a 1'%-inch round bar, 15 inches long 
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(broken on 12-inch supports) is the natural 


standard to work with. 
of such a bar involves a few in- 
\ bar cast flat is well known 


to have iron of one strength on the lower side 
If 


The molding 


teresting points 


and quite a different quality on the upper. 

therefore the bar be broken cope side up, the 
result will be different from drag side up. 
Hence it is imperative that test bars shall be 
cast vertical. The molds should be well dried 
and cold before casting. It is furthermore ad- 
visable to round off the bottom of the pattern, 
so that as the iron drops through the funnel- 
not shot itself and thus 


shaped gate, 1t may 


injure the bar. The idea, recently advised in 
Germany, of bottom pouring the bars, while 
logical, involves too much trouble for success- 
ful application in everyday work. Then also 
the bars must be so molded that no fins are 
left on the castings 

The speed of testing, number of bars to be 
cast, how tested, and what disposition is to be 
made of the results obtained; all these things 
present interesting features. I can do no bet- 


ter, therefore, than to present the tentative 
specifications developed by our general com- 
\merican 
All the possible 


here presented so clearly and 


mittee on testing cast iron, of the 
Society for Testing Materials. 
safeguards are 
to the point, that the document forms a dis- 
tinct advance in our foundry ideals. 

[These proposed specifications are printed on 
another page. | 

The subject of testing cast iron has been up 
time and again before our engineering bodies, 
notably that of the mechanical engineers. Much 
work was done at the time, but no definite re- 
sults came of it. Then the American Foundry- 
men’s Association took up the matter and its 
committee developed a line of investigation 


which embodies the experience of practical 
foundrymen who should be best able to han- 
dle the metal with which they are in daily 
contact. -A set of specifications was gotten 


up, in fact served somewhat as a basis of 


those above given, but were adopted subject 
to change by the American Society for Testing 
Materials. sort 


of clearing house for the industrial and _ sci- 


This association serves as a 


entific bodies of the country, the producer, 


consumer and engineer being represented alike 
on the various committees. This summer will 
likely see a definite adoption of specifications 


for testing cast iron and finished castings. 


The general committee will remain intact so 
that at future times changes and improvements 


The 
American specifications will be presented this 
summer to the 


can be made as experience may suggest. 


International Congress for 
Testing Materials to be held in St. Petersburg, 
and another chapter in the remarkable history 
of cast iron will have been completed. 

To the credit of the foundry industry be it 
said that practically all the advance in the art 
is the work of active founders, who gave their 
time and efforts freely in the interest of the 
trade, and who moreover did not begrudge the 
expense this work entailed, even if the benefits 
were shared by those who gave the least sub- 
stantial encouragement. 
future methods of 
are twofold. For 


The directions in which 
testing would seem to lie, 
the finished castings ways and means will be 
found to specialize the tests, actually breaking 
some of a given lot to represent the whole 
under service conditions. 


This line of work 


is to be welcomed specially. For cast iron it- 
self, more work and method in making im- 
pact tests on test bars will be in order, for in 
this way will we get nearest the actual condi- 
tions under which our castings are subsequent- 
ly used. Our investigators are therefore urged 
to look into this feature of the testing of cast 
iron, and will be certain to unearth many valu- 
able and interesting facts connected with the 
constitution of the material we call our own. 


“Something Pneumatic” is the title of a new 
monthly publication which is to be put out by 
the Chicago Tool Co. The first 
copy, that for April, is in our hands and we 


Pneumatic 


notice that it contains interesting material con 
cerning the applications of pneumatic machin- 
ery, though of course the principal applica- 
tions are those of the appliances made by the 
Tool Co. In their editorial 
they make the following statement: 


Chicago Pneumatic 
“ “Some- 
thing Pneumatic’ is not an attempt on our 
part to enter the legitimate trade journal field. 
It is rather the result of an endeavor to give 
publicity more widely than is possible through 
the advertising columns of the trade papers to 
the numerous advantages resulting from the 
use of pneumatic appliances and to bring to 
the attention of our numerous customers such 
new appliances as we may develop from time 
to time.” 


The 
Steel 


Alliance, O., plant of the 
Foundries, which 


American 


were shut down in- 


definitely about two months ago, resumed op- 
eration April 1. 
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A PATTERN RECORD. 
BY R. W. MACDOWELL, 


The problem of the patterns and pattern 
room is one which has vexed many foundry- 
men and patternmakers and probably will for 
years to come. Patterns continue to accumu- 
late from time to time, especially in a shop that 
is not confined to one special article or class of 
articles, and it is a proposition to keep a satis- 
factory record of them, as well as to have them 


in such shape that they can be gotten at with- 
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the care of this department to some one of the 
employes who has become familiar with the 
patterns through long association, and who can 
usually be depended on to get anything re- 
quired in a reasonable time, by the aid of a 
good memory and a knowledge 
saw it last,” 


of “where he 
and in a 


great many cases it can- 


not be denied that this method seems to work 


very well. It has the disadvantage, however, 


that the employe in question may not always 


remain in your service, and that he may be 


out a long and wearisome search every time an absent at a time when something in his line 
old pattern is required. This of course refers is very badly needed; not to mention the 
PATTERN SHOP ORDER OrverNo.A 175 
~WwWtyroann T ‘ TAY r~\” ’ > im & 
KEYSTONE FOUNDRY COMPANY 
To J.B. Eel 
PLEASE PREPARE FOR Order 579 
f TuE FoLLtowtie, TURNING IN ORDER WHEN Work Is COMPLETED, 
DATE. 5/29/03 
_ . rT M HIN 
NUMBER ARTICLE ee - ~ WEIGHT "WORK 
5 Spring Seat Wood Pattern, V-1947 LO5 
Tracing 2047 B. Wanted by 65,3 
~ KEYSTONE FOUNDRY COMPANY 
al PER HL wt hs > 
REQ. N PRICI 
\CcC'l CLASS COST } 
NMA x 
FORM I. 


particularly to the general jobbing shops where 
orders for all classes and kinds of castings are 
required. In a shop making car castings, for 
example, there will be many patterns gotten out 
for one order, which will not be needed for a 
long time again after the order is completed 
although it is certain that they will be required 
for similar work at a future date. 
years of this 


After a few 
process of making patterns and 
ising them then storing them away, you have 
an accumulation around the shop that is ap- 
palling, and when some special pattern is re- 
quired it is a long and laborious task to pick 
it out. The practice in many shops is to leave 


troubles you have at the time of taking stock, 
and the hazy ideas you have as to the value 
of the patterns on hand. 

The best plan in our estimation is to have 
a building devoted to the pattern department; 
if this is not practicable have at least a good 
sized room. If you have a pattern shop, let the 
pattern room adjoin it, 
much 


as this will be found 
convenient. 


more Provide spaces, 
shelves, etc., for the different styles of patterns, 
on each of the four sides of the room, and 


number the spaces to correspond with the pat- 
tern numbers. We think the best way is to 


simply number from I up, although others 
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NAME OF PATTERN 


NUMBER OF 
df 
REMARKS (CHANGE ETC 
+t 
ot 
4 

PATTEF 
USED ON 
TAKES FI E F 
KIND ft E AL 
ROUGH WEIGHT 
PINISHED WEIGHT 
TIME MH PER 
| 
LIST F 





FORM 2 


might find it better to run them in series, pre- 
fixing the letters of the alphabet to each series, 
as As, Go8, etc. In any case it is well to give 
additional numbers to the shelves, in order to 
locate A separate 
should also be provided for patterns 
are not likely to be used again, and a 
n should be made in your pattern record 


a pattern with more ease. 
room 
which 
notati 
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| PATTERN NO. 
105 
DRAWING NO. 


“WEIGHT OF CASTINGS | 


PSECES COST | 
a | LOCATION | 
} 
ROOM 
RACK ( 
SHELF 
SIDE 3 
HE PATTERNMAKER 
DATE MADE 


SHOP ORDER NO. 





S MATERIAL 
LABOR 
NET COST 
HOUR PIECE WORK 
= : acaba 
whenever a pattern is transferred from the 


regular pattern room to the “graveyard.” 
When a pattern is to be made, a shop order 
should be made out, and the blue print or 
drawing should accompany the order to the 
pattern shop. All time and material spent on 
this order should be accounted for, being of 
course charged up against the cost of the pat- 











mae Oo - 


be made out. 
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ern. A form of this order is illustrated in 
Form 1. In making the pattern care is ob- 
served to get the number shown on the order 
a place where it can easily be found, using 
he ordinary pattern letters for the purpose. 
As soon as a pattern is completed and the 
ler turned in to the office, a record should 
[his may be in book form, a 
ird, or a loose sheet. We illustrate the card 
orm, as we think it the most convenient, but a 
ose sheet, or book page could be arranged in 
similar manner. Both sides of the card are 
ised. On the face is given the name of the 
pattern, the number, weight of castings from 
the pattern, and a space for remarks. On the 
reverse side we have the number, date, and in- 
rmation pertaining to the cost of the pattern. 
If there is more than one pattern on an order, 
the cost of one is noted on the reverse side, 
vhile the total cost is noted on the face, for 
‘onvenience in listing. In the form shown, 
Form 2), there is a notation of 8 iron pat- 


system has been in use. Of course, conditions 
vary so in different shops that it would be im- 
possible to lay down a fixed rule for the num- 
bering and arranging of patterns; some might 
find the above plan just suited to their needs, 


while others would find it impracticable. But 


found satisfactory and the cards can easily be 
modified to suit the arrangement of the pat- 
terns themselves. 

For the use of anyone who does not like a 
his pattern 


+ + 


record is 


card record, or who wishes to keep 


] } 
ioose sneet 


record in book form, a 


illustrated. (Form 3). This will often be 
found very convenient where there are not 
many patterns, or where it is desirable to run 
them in series. In the latter case a sheet can 
be made out for each series, each sheet bearing 
the series letter that is used for each particular 
class of pattern. The sheet illustrated shows 
the “D” series, and provides spaces for ti.2 pat- 
tern number, name, and material, the date it 





NUMBER NAME MATERIAL 





FORM 


terns made at a later date, but this is not 
really necessary, as when later patterns are 
made bearing the same number as the original, 
there should be a card made out in the same 
way and filed behind the original card. These 
latter cards should not bear tabs, as the 
Either 
method may be used, however. Some concerns 


original card will serve as an index. 


may wish to keep the record of all duplicate 
patterns, bearing the same number, on one 
card, while others prefer a separate card for 
every order issued. Personally, we think tne 
latter method the best. 

In regard to the location of the patterns, a 
good plan to adopt is to keep them as nearly 
is possible in numerical order. We say “as 
nearly as possible,” for the reason that there 
may be some few patterns made which would 
be too large to go in the space which would 
rdinarily bear their number, so that they 
would have to be put somewhere else. This is 
not common with patterns like those where this 


PATTERN RECOR 


ATION Tilia : ST 


+ 
>. 


was made and the order number, the location, 
remarks and the cost. This latter item is ob- 
tained from the shop orders, the same as on 
the cards, and two columns are provided, one 
for the cost of each pattern and one for the 
total value of the patterns of that series. When 
a pattern is disposed of in any way, the value 
of each column is crossed out and the totals, 
which are carried in lead pencil, are changed. 
This makes it a very simple matter to keep 
track of the value of the patterns on hand at all 
times, and is convenient at stock taking and 
such times. The accurate index given for the 
location of patterns, makes it a very easy mat- 
ter for anyone to go and pick out a pattern 
without having to depend on any person’s 
special knowledge of its location, and to re- 
place such patterns when through with them. 
Of course it must be understood throughout 
the shop that as soon as the order is com- 
pleted the patterns used on it must be returned 
to their proper places, and it is a good plan to 
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have some one person kept in charge of the 
pattern room if the number of patterns is suf- 
ficient to warrant it, or if there are not many 
patterns, to have the foreman and no one else 
get patterns, needed and 
when through with them. 

The last forn 


when return them 


given can also be adapted to 
system of arranging patterns if 
simply starting at No. 1 on the 
first sheet, and filling in additional sheets as 
needed. The form of the sheet would not have 
to be changed, and the location could be noted 


the numerical 
so desired, by 


in the proper columns according to the ar- 
rangement of the Both of the ar- 
rangements have their advantages, and can be 
worked readily 


patterns. 


with either the sheets or cards. 
By running the patterns on the sheets, in series, 
it is much easier to determine the value of the 


patterns on hand, 


besides being a very com- 


pact record, while the use of the card allows 


a varied style of indexing, it being practicable 


to index by numbers, series or alphabetically, 


or in combinations of two of these methods. 
The card also provides a more complete record 
of the cost, etc., of each pattern, and would be 
preferred by many on this account. 

Either 


letting 


than 
other 


far better 
with no 


system, however, is 
patterns accumulate 
record than is gotten at the yearly stocktaking, 
and we think could be adopted with modifica- 
tions in many shops. Records of this kind can 
trouble, and the advantages 


be kept with little 
derived therefrom more than balance the slight 


clerical labor required for their maintenance. 


PROPOSED SPECIFICATIONS FOR 
CASTINGS. 
Members of the committee for Testing Cast 
Iron and | 
Sock iy & 


inished Castings, of the American 


esting Materials, have received 


recently copies of the 


] 


proposed by various 


standard specifications 
sub-committees. Among 
the specifications thus sent out for the approval 
of the gene ral com nittee, are those of the sub- 
committees on malleable castings and the sub 
committee on These are re 
Phila 
sub-committee on 


Thos. D. West, of 


sub-committee on gen- 


general castings 


produced below. Stanley G. Flagg, of 
delphia, is chairman of the 
malleable castings and 
Sharpsville, Pa., 


eral castings 


Proposed Specifications for Malleable Castings. 


PROCESS OF 


MANUFACTURE. 
Malleable iron castings may be made by the 


open-hearth, air furnace or cupola process. 


Cupola iron, however, is not recommended for 
heavy nor for important castings. 
CHEMICAL PROPERTIES. 

Castings for which physical requirements are 

specified shall not contain over .06 sulphur nor 


over .225 phosphorus. 


PHYSICAL PROPERTIES. 


(1) Standard Test Bar. 
1 inch 


This bar shall be 
inches long, without 
s and with ends left perfectly free in the 
mold. 


square and 14 


chill 
Three shall be cast in one mold, heavy 
Where the full 
which are 
shall be poured two 
minutes after tapping into the first ladle, and 
another mold from the last 


Molds shall be suitably stamped to insure iden- 


risers sound bars. 


Insuring 


heat goes subject to 


Into castings 
specification, one mold 


iron of the heat. 


tification of the bars, the bars being annealed 
with the castings. Where only a partial heat 
is required for the work in hand, one mold 
should be cast from the first ladle used and 
another after the required iron has been tapped. 

(2) Of the 


molds 


three test bars from the two 
shall be 

strength and elongation, the 
other for strength and deflection. 
rl 


he other remaining bar is reserved for either 


required for each heat, one 


tested for tensile 


[ transverse 
the transverse or tensile test, in case of the 
failure of the two other bars to come up to 
requirements. The halves of the bars broken 


transversely also be used for tensile 


may 
strength. 

(3) Failure to reach the required limit for 
the tensile strength with elongation, as also 
the transverse strength with deflection, on the 
part of at least one test rejects the castings 
from that heat. 

(4) Tensile Test. The tensile strength of 
a standard test bar for castings under speci- 
fication shall not be less than 42,000 pounds 
per square inch. ‘The elongation measured in 


2 inches shall not be less than 2% percent. 


(5) Transverse Test. The transverse 
strength of a standard test bar, on supports 12 


inches apart, pressure being applied at center, 


shall not be less than 3,000 pounds, deflection 


being at least ™% of an inch. 


TEST LUGS. 
Castings of special design or of special im- 


portance may be provided with suitable test 


lugs at the option of the inspector. At least 
one of these lugs shall be left on the casting 


for his inspection upon his request therefor. 


ANNEALING, 


(1) Malleable shall neither be 


castings 
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yver” nor “under” annealed. They must have 
received their full 
ixty hours after reaching that temperature. 

(2) The 
il the contents shall at least be “black hot.” 


heat in the oven at least 


“saggers” shall not be dumped un 


FINISH. 
Castings shall be true to pattern, free from 
lemishes, A vari- 


of 1-16 of an inch per foot shall be per 


scale or shrinkage cracks. 


tion 
lissible. Founders shall not be held respon 
ble for defects due to irregular cross sec- 
ms and unevenly distributed metal. 
INSPECTION. 
lhe inspector representing the purchaser 


shall have all reasonable facilities given him 
by the founder to satisfy him that the finished 

aterial is furnished in accordance with these 
specifications. All tests and inspections shall 


be made prior to shipment. 
Proposed Specifications for Gray Iron Castings. 


PROCESS OF MANUFACTURE. 


furnace iron is specified, all gray 


understood to be made by the cu 


Unless 


‘astings are 





p la process. 
Zt Standard thread 
a a x 
WW ) i 
i > es ave 1 > 
3k > 


The Foundry 
FIG. I. 


CHEMICAL PROPERTIES. 


he sulphur contents to be as follows: 


....not Over 0.08 percent 
eye eet not over 0.10 percent 
..not over 6.12 percent 


Light castings 
Medium castings 
Heavy castings 


DEFINITION. 


In dividing castings into light, medium and 
heavy classes, the following standards have 
been adopted. 

Castings having any section less than ™% of 


in inch thick shall be know as light castings. 

Castings in which no section is less than 2 

nches thick shall be known as heavy castings. 

liedium castings are those not included in 
the above definitions. 

PHYSIK PROPERTIES. 

Transverse Test. The 


trength of the “arbitration bar” under trans- 


AL 


minimum breaking 


erse load shall be not under: 


Light Castings. cs.c6cs oss .2,500 Ib. 
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Medium castings 2,Q00 lb. 
Fi€avy CaStine@s ......0<cins. 3.300 Ib. 
In no case shall the deflection be under .10 
of an inch. 
Tensile Test. Where specified, this shall not 
run less than: 
Light castings. 18,000 Ib. per sq. in. 
Medium castings 21,000 lb. per sq. in. 
Heavy castings....... 24,000 lb. per sq. in. 
THE “ARBITRATION BAR’ AND METHODS OF TEST- 
ING 
The quality of the iron going into castings 
under specification shall be determined by 
means of the “Arbitration Bar.” This is a 
bar 114 inches in diameter and 15 inches long. 
It shall be prepared as stated further on and 
tested transversely. The tensile test 1s not rec- 
Pattern. ; > 
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FIG. 2 
ommended, but in case it is called for, the bar 


1, and turned up from any 
test 
tensile test 


as shown in Fig 
of the 
shall be used. 


broken pieces of the transverse 


Che expense of the 
shall fall on the purchaser 
ot 


har hall } . 
Dars shall be ast 


from 
other 


[wo sets two 


each heat, one set from the first and the 


istings. 


ad- 


set from the last iron going into the ec 


Where the heat exceeds twenty tons, an 
ditional set of two bars shall be cast for each 
twenty tons or fraction thereof above this 


amount. In case of a change of mixture dur- 


ing the heat, one set of two bars shall also be 
cast for every mixture other than the regular 
one. Each set of two bars is to go into a sin- 
gle mold (he bars shall not be rumbled or 
otherwise treated, being simply brushed off 


before testing. 
The transverse test shall be made on all the 
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supports 12 inches apart, load 
applied at the middle, and the deflection at 
One bar of every two of each 


bars cast, witl 


rupture noted. 
set made must fulfill the requirements to per- 
mit acceptance of the castings represented. 

he bars is shown in Fig. 2. 
inch 


The mold for t 
The bottom of the bar is 
smaller in diameter than the top, to allow for 
The pat- 


1-16 of an 


strain of pouring. 
rapped before withdrawing. 


draft and for the 
tern shall not be 
lhe flask is to be rammed up with green mold- 
ing sand, a little damper than usual, well mixed 
] No. 8 sieve, with a 


iIrough a 


and put t mix- 
ture of one to twelve bituminous facing. The 
mold shall be rammed evenly and fairly hard, 
thoroughly dried and not cast until it 1s cold. 
from the 


] 


The test bar shall not be removed 


mold until cold enough to be handled. 


SPEED OF TESTING. 


lhe rate of application of the load shall be 
thirtv seconds for a deflection of .10 of an inch. 


SAMPLES FOR CHEMICAL ANALYSIS. 


Borings from the broken pieces of the “ar- 


bitration bar” shall be used for the sulphur 
determinations. One determination of each 


mold made shall be required. In case of dis 
pute, the standards of the American Foundry- 
men’s Association shall be used for compari- 
son. 
FINISH. 

Castings shall be true to pattern, free from 
cracks, flaws and excessive shrinkage. In oth- 
er respects they shall conform to whatever 


y agreed upon 


points may be special 
INSPECTION. 


The inspector shall have reasonable facilities 
afforded him by the manufacturer to satisfy 


im that the finished material is furnished in 
1 

accordance with these specifications. All tests 
shall, as far as possible, be 


and inspections 


at the place of manufacture prior to 


made 
shipment 


REVIEWS. 


A New Method of Casting Bronze. 
March 10: 
method of 


Eisen-Z eitung George Lieusson, 


of Paris, has invented a casting 


bronze which allows of a most perfect re- 
production of the metal mold employed. The 
difficulty usually experienced with a_ metal 


mold in this class of work, is that the bronze 
adheres to it, and is apt to tear away from 


forcible removal. The inven- 


the casting on 


tion consists in adding metallic sodium to the 
tin of the alloy, in proportion of about 1% 
parts sodium to 100 parts bronze. The sod- 
ium being oxidized away during the process 
the 100 parts of bronze remain. The method 
is as follows: The sodium and the tin are 
heated in separate crucibles, the former up to 
the latter up to 400 to 


When the tin has reached this 


175 to 200 degrees F., 
435 degrees F. 
point, the heated sodium is added, all this be- 
ing done with the air excluded as much as pos- 
sible. The tin must on no account be hotter 
than the upper limit given, otherwise the sod- 
ium will ignite. The alloy of tin and sodium 
thus made, upon cooling, can be broken up 
into pieces and is then added to the copper 
for the bronze. It may also be saved for fu- 
ture use. When the bronze is to be made, the 
copper is heated up to 1,300 to 1,400 degrees F., 
which is below its melting point, and the alloy 
of sodium and tin added in the right propor- 
This f 


the copper melted, the sodium would at once 


tion. is done for the reason that were 
volatilize, and its value for de-oxidation pur- 
poses lost. As soon as the alloy is added to 
the copper at say 1,350 degrees F., the alloy 
melts, and the sodium in it begins to absorb 
oxygen with a corresponding development of 
heat. The copper melts, and as soon as the 
fusion is complete, the metal is poured into 


While the 


poured the remaining sodium goes off in fumes 


the metal molds. metal is being 
which form a layer between the mold and the 
metal, thus allowing the casting to be taken 
difficulty afterwards. The 
work is 


out without any 


casting is so perfect that no hand 
necessary, and the coating due to the oxidized 
material is readily removed by immersion in 
dilute hydrochloric acid. 


Small Open-Hearth Furnaces for Steel Castings. 
Stahl und Eisen, March 15. 


1 
th 


article on the use of 


An interesting 


small open hearth fur- 


naces for making malleable and _ steel 


oray, 
castings in place of the regular methods for 
the production of these castings on a large 
given in this journal. Furnaces to 
melt about one ton and a half for a charge 
are so built that but half a ton is treated to 
enlargement of the 


Similarly 


begin with, subsequent 
business being thus provided for. 
other furnaces to melt four tons are arranged 
to take but one ton in the beginning. It is 
claimed that with six heats of steel in twenty- 
that for these 


small quantities is as good as 1 to 3. 


four hours the melting ratio 
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Internal Economy of the Brass Foundry. 
Feb. 27. Prof. 
the Birmingham 


The lIronmonger, Thomes 


urner, of University, - re- 
above subject, 


firms of 


ently lectured on the 


stating 


he large engineering England 


re now erecting their own brass foundries, 


ther than their brass castings as 


buying 


retofore. Light, well ventilated buildings 


re erected for this purpose, with facilities 


ir storage of supplies, sidings, and often 


mnection by water. In regard to the sick 


ness which brass molders were liable to, there 


two forms—an acute brass poisoning, due 


he fumes of copper and zine, which gives 


he men tremors, and which only the copious 
use of milk will mitigate; the second malady 


is accompanied with pulmonary troubles, and 


affects women more than men in a_ shop. 


Ventilation, light and the removal of the 


fumes by exhaust are the remedies suggested. 


the provision of adequate lavatory accom 


modations are the most important of the im 


provements that can be made to protect the 


ealth of the molders. The elimination of 
the fumes over the crucible is best effected 


“Lynes” fume-extractor, and consists 
f a simple hood with pipe attached going out 


This 


of the building clear and free from the fine 


the atmosphere. leaves the interior 


particles of zine oxide, otherwise floating 


furner then described the mixing of 


he metal and the methods of melting it, the 


sand, molding, shaking out, 


treatment of the castings 
foundry, all of which 1s 


known to our brass founders 


ASSOCIATIONS AND SOCIETIES. 


The Philadelphia Foundrymen’s Association. 
HOWARD EVANS, SECRETARY, CARE J. W. PAXSON CO, 


regular meeting of the 


Foundrymen’s 


\ssociation was held at the Manufacturers’ 


in Philadelphia, on Wednesday, April 6, 


ie president, Thomas 


Devlin, occupying the 


he treasurer reported a balance in the 


reasury of $2,150 and all bills paid. At the 


invitation of the chair FE. E. Brown, the 





assO 
ition’s representative on the committee hav 
ing executive project of the St. Louis Expo 
m foundry exhibit, detailed the work done 

yy the committee so far, and stated that a 


member ot the committee Was now In St. 


} 


Louis to confer with the exposition authorities 


On his return to 


New York the committee 


would have another meeting 


decision, which would be 
er the proposed exhibit would be made or not. 


One thing was certain, he said; the commit- 
] 
i 


tee would not undertake the carrying out of 


formed unless the exhibit could be 
nade entirely creditable to the foundry trade 
“a 
generally 

\ communication was read from the secre- 
tary of the Philadelphia committee, having 
in charge the entertainment of the members 
Iron and Steel Inst 


itute when they 


1] 


Philadelphia next fall, asking the sup 


port of the association The communication 


filed. 


Another communication was read from Dr. 


was ordered to be 


Moldenke, secretary of the American Foundry- 


men’s Association, inviting local foundry- 


men to attend the convention of that associ 


ation to be held in Indianapolis June 8 


4) 


and g*and in St. Louis June 10 
The lecturer of the evening was Prof. 


Wm. 
New 


York, 
“The Microscopica 


] Exam- 


Campbell, of Columbia University, 
his subject 





The lecture, which was 


interesting, was illustrated by 50 


profoundly 
lantern slides 

There was little or no discussion on the 
subject at the conclusion of the 1 
Asked 
trated by means of plotted curves represented 
7 Prof. 


same 


whether the conditions he had _ illus- 


definite relations of the constituents, 


Campbell said: “They always have the 


position lhe best example, perhaps, is to 


be found in common soldet 


1 part lead. If you take these metals half 
and half you have an excess of lead, and as 
that cools down you get crystals of lead. The 
part of the mother liquors is to crystallize out. 


You can see the reason why a plumber can 


take a good solder, 2 to 1, and wipe a 


clear and white, but if he takes a half and half 
alloy it is apt to produce a dirty white 


Mr. Davis 
+] 1 +) ] 


meeting with a little history 


requested that Prof. Campbell 


of the 


work in metallography which he had demon 


strated and present an idea of the vast amount 


represented in the research described Che 


process employed, Mr. Davis said, was some 


what expensive and was calculated to make an 
chemical look 


shown, he 


rdinary very small Che 


slides 


added, represented milly an 
inch in surface of 


infinitesimal part of an 


metal 
ar ; 


Prof. Campbell, in reply, said that chemistry 
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would determine what metals an alloy was 


composed of, and metallography would show 


how they exist. Metallography, he said, was 


a most interesting study, and within the scope 


of almost anyone. ‘The action of an alloy in 


heating and cooling was highly important as 


bearing upon the resulting structure, and in 


consequence metallography as a study was 


being widely taken up. A most valuable aux- 


iliary to the study was the microscope, and 


this, with a desire to make research, was 
main] ] He mentioned 


y all that was required. 


many cases of men in different parts of the 
world who, with very little knowledge of 
chemistry, had made some useful discoveries 
of the property of metals through metallog- 
raphy. Concluding he gave a brief history 
of the new science of metallography and the 
connection of many eminent scientists with 
researches on record. 

A vote of thanks was presented to the pro 
fessor for his presentation of the subject. 

The question of closer relations with sister 
associations was then taken up, and consid 


erable discussion evolved. Finally, on mo 


Brown, it was resolved to sus- 


pend the order of business at the next meeting 


and hold a dinner, to which invitations would 
be extended the New England and Pitts- 
burg associations 


New England Foundrymen’s Association. 


FRED F. STOCKWELL, SECRETARY, CARE OF BARBOR- 
STOCKWELL CO., CAMBRIDGEPORT, MASS. 

The regular New 
was held 


Wednesday, 


Shaw, president, was in the 


monthly meeting of the 
Association 


Soste yn, 


England Foundrymen’s 
at the Exchange 
April 13. B. M 


chair. 


Club, 


Souther, of the Henry Souther 


Engineering Co., 


Henry 
Hartford, Conn., gave a very 


interesting address on “Specifications for Casi 


Iron,” along the lines suggested by the com 
mittee on testing cast iron and finished cast- 
ings, appointed by the American Society for 


Materials. Mr. Souther discussed the 


standard specifications for 


gray iron castings 
as proposed by the above committee These 
are published in another part of this 
number hese provided a_ sulphur limit 


of .o8 percent for light castings, .10 for me 


dium castings and .12 for heavy castings. 
Light castings were defined as those having 
any section less than inch thick, and 
heavy castings as those in which no section 


thick 


into castings 


is less than 2 inches The quality of 


iron under 


going 


specification 


is to be determined by means of an “arbitra 


tion bar,” this bar to be 1'4 inches diameter 
The 


breaking strength of this bar under transverse 


and 15 ‘inches long and cast on end. 


load is required to be 2,500 pounds for light 
castings, 2,900 pounds for medium castings, 


and 3,300 pounds for heavy castings. The 
speaker said that the round test bar was more 
reliable than a square one and by casting on 
end uniform 


to bottom. 


structure was secured from top 
At the conclusion of Mr. Souther’s address 


dinner was announced, after which business 
was disposed of in the usual manner. 

A report was received from the committee 
on resolutions upon the deaths of Lorrine E. 
Stannard and S. K. Lovewell. The resolutions 
were accepted and a page in the records set 
aside for them 

Notice from the American Foundrymen’s 
\ssociation was read announcing that the an 
nual convention would be held at Indianapolis 
on June 7, 8 and 9g, and at St. Louis on June 


IO, On 


John 


Gibby as a 


motion the chair appointed Messrs 
Fred F. Stockwell 


committee to 


Magee, and Harry 


look up the matter 


f transportation and other information. 

Vice 
following memorial to the American Foundry 
men’s 


President Magee then presented the 
motion the chair 
appointed John Magee, Arthur Gibby and Jo 
seph Anthony as a committee to represent the 
New 


the matter: 


Association, and on 


England Foundrymen’s Association jn 


WHEREAS, we, the New England Foundry 


men’s Association, have recently had presented 
before us by Mr. Thos. D. West, a most orig 


inal and instructive paper embodying new 


thought in regard to testing the hardness of 
packed bodies of sand constituting a mold for 


casting hard metals, and 


WHEREAS, we have been shown in connec- 


tion with said paper a novel device whereby 
the degree of hardness of said sand may be 
reliably 

WHEREAS, it is at the 


sible to obtain 


measured, and 
present time impos 
any exact information on this 
subject, except such comparative information 
doubtful 


may be personally conveyed, therefore be it 


in many cases of rather value, as 


Resolved, that we, the members of the New 


England Foundrymen’s Association, through 


our undersigned committee, do hereby peti- 
tion the American Foundrymen’s Association 
to establish a committee of five members, or 
such number as shall 


seem best to its chair 
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for the purpose of investigating, meas to do it. | think it ll right for a specialty 
ng and classifying the hardness of molds, shop to follow but where they ive ffe1 
establish proper standards of measurement en bs coming in it 1s hard to do it 
same, and to list such classes of work as \ns lhe profits in the stove busine ire 
ill seem to them desirable, showing the most so small that we have to follow the very 
itable degree of hardness for the body of carel lly. 
mold in each class of work 3 ‘What your exper e with ira 
\ communication from the Plnladelphia te coal in cupola practice 
undrymen’s Association inviting the New \n Our foundrvmen when we first began 
gland Foundrymen’s Association to attend to use coke stated that we could not get good 
meeting to be held in conjunction with the castings with coke We bought various car 
‘ittsburg and Philadelphia associations at loads of coke and did not get the proper re 
iladelphia on May 4 was read and on mo sult We were driven back to anthracite 
n the secretary, Fred F. Stockwell, wa coal Syome ff the foundrymet reued if 
ected to represent the association, and he was wey could not get their iron hot e1 
tructed to send a circular notice to the guess some foundrymen maintain at the p1 
embers of this association relative to this ent day that the iron from coke w not hold 
ition the heat as long iron fron cite coa 
\ letter was read from H. A. Carpenter he greate mplaint we have try 
tive to meeting held in New York by th ng to use coke in the begin \ la 
mittee on St Louis Foundry Exhibit we could not get the iron ( | 
lding, which detailed the wi rk d me by tii i | t lt tr l sel i ) I tive 1it 
nmittee so tar it there uv Tittle met i lat 
\. EB. MeClint ck, secretary of the National ron doe not carl the hea vel l does 
inders’ Association, made a few remark with anthracit a Atte recoming edu 
pertaining to the national ,conference held ated to the us f coke we certainly would 
\pril 7 at Detroit by a joint committee rep not use anthracite coa We get bet ist 
esenting the National Founders’ Association gs from the use of coke than we did from 
nd the Jron Molders’ Union of North Amer inthracite « 
1. The effort to secure a national agree \n Refert to the pre peake 
nent on some questions which have been at remarks, I would state that we id the same 
ue between the two organizations was un trouble when we were using nthracite coal 
cessfu ind nged ove » coke ve | to 
President Shaw. presented the following Ir 1 reconst! et we 
ibjects, important in foundry practice, for could use ke essfully 
eneral discu n, and the interchange of \! It t e of one man i cle 
views made the evening very interesting. We L thie reet making h v mm a ra 
port the answers given, but omit the name cite coal and a man on the othe ce ng 
f the participant n the discussion coke Yo in d r el é 
I How do y figure the co if iron in question \\ thre eape If i 
( dle cite coa Wa eaper, 1 we 1 ad ( ig 
An This question was replied to very t, but T think the fir peak 1 
briefly, the speaker producing a few rough = explainable. I d believe kes a great 
pecimen howing how the matter was han leal of difference comes down to the com 
lled at his foundry, fig iring the average cost mon sense Dp 
1 gy market prices j}. “When using iron whicl is been bought 
Ou What disposition 1s made of the n analy pecitying that the iron should 
ting sprues?” run between certain fixed limits in carbon, 
\t Phe pruc are charged back t the iheon, phosphoru manganese and Iphur, 
irnaces the ime as scrap iron uve y found the resu the same, no mat 
2. “What is your highest percentage of good ter what part of the country the iron com 
tings obtained ?” tron prov led melted ‘ ime 
\) We run a strictly jobbing shop and mdition id comes within the specifications 
ive not followed this matter up at all. 1 that 1s, whether it comes from Alabama, Ten 
uuld say that I do not think it would be  nessee, Virginia, Pennsy! r any other 


en al to a foundry of our circumstances ocality 
nefic1 t round! 1 iF t t) 
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Ans. I believe the physical properties are 


changed V locality. If the physical proper 


ties are considered and the chemical analysis 
you will get just as good results. The irons 
I am using today come from different locali- 
ties than those used six months ago. <A few 


years ago foundrymen would not buy South 


ern iron. It is simply because they have not 
the physical properties of that iron. They 
have paid all their attention to the analysis. 


I might bring quite a number of illustrations 


on the subject and | think a great many iron 


11 


men will agree with me that where they sell 


iron to foundries that do not have chemists 


and do not have analysis made of their iron, 


1 


they recommend only irons that the founder 


knows from experience. 


Ans. I believe what the previous speaker 
has said. I believe thoroughly in chemical 
analysis. The main object in specifying iron 


or buying iron by analysis is to insure regu- 
certain limits 


that 


larity. If you specify between 


you will get the same results from iron 


in my opinion. I believe you must become 


acquainted with the iron you are using before 


you can properly specify what the properties 


Pittsburg Foundrymen’s Association. 


ZIMMERS, SECRETARY, CARE UNION FOUNDRY & 
MACHINE CO. 


F. H. 


The 


men’s 


members of the Pittsburg Foundry 


Association visited the blast furnace 
Iron & Steel Co., on the 


South Side, Pittsburg, on Monday night, April 


plant of the Clinton 


meeting of the association was 


party was taken to the furnace 


plant from the meeting rooms in a special car 


and the visit was timed so that the tapping 
of the furnace could be witnessed. The plant 
is one of the most complete in the country, 
} 


heing equipped with all the modern appliances 


known to blast furnace practice. The product 


consists largely of foundry iron and the iron 
is sand cast he slag is all run into a pit 
where it is granulated and then loaded into 
cars by means of a clam shell bucket. Dupli- 


cates of all the mac 


mes required for operating 
ire provided so that there will be 
no delay in operations from 


the furnacs 
breakdowns or 


repairs, etc The chemical laboratory inter- 
ested many of the visitors, being complete in 


its equipment All of the 


entering 
the furnace is analyzed, while tests are made 


material 


of every cast and all of the iron is inspected. 


After the 


served an 


tour of inspection the party was 


elaborate lunch in the company 
offices. 


New York Foundry Foremen. 
F. C. EVERITT, CARE J. L. MOTT IRON WORKS, TRENTON, 
N. J., SECRETARY. 

The New York branch of the A. F. F., held 
their third monthly meeting Saturday night, 
March 26, at Hotel Montgomery, 90 Mont 
gomery street, Jersey City, N. J. 

A very served, 
after which the meeting was called to order 
by President Charles H. Thomas, of Newark, 
N. J 


substantial collation was 


After transacting the necessary busi 


ness the following papers were read and 
opened for discussion: 
“Metallurgy of Cast Iron,” by Mr, A. M 


Loudon. Mr. Loudon treated first of the iron 
in a pure state, its rareness and the imprac 
Sec- 
ond, the various elements were taken up and 
carefully studied. 


ticability of the metal in this condition. 


Mixtures valuable for vari- 
work treated. Mr. 
Loudon suggested that we take up the elements 
of cast iron and Study them individually, one 


ous classes of were also 


element for each meeting. The suggestion met 


with very great approval. 

“Experimenting with Samples,” by Mr. W. 
S. Sutherland, of the J. L. Mott Iron Works. 
The subject was indeed interesting, showing 


how little attention is given to advertising 


samples, the use of which might bring to light 
a material less expensive and as_ serviceable 


as those in use. A number of examples were 
mentioned, which proved very successful finan- 


cially 

President Thomas read an unusually inter- 
esting paper which was for the interest of the 
foremen in general treating of the many daily 
occurrences in the foundry, the manner of 
treating the men, some methods of conducting 
the foundry, the handling of work and many 
points of interest in with 


connection associ- 


ation matters. 


\ll papers were received with very much 


enthusiasm, and great 
the part of 


interest was shown on 


each member. 


Chicago Foundry Foremen’s Association. 
GEO, C. NIELSEN, SECRETARY, 321 5IST COURT, CHICAGO, 


ILL. 
The regular monthly meeting of the Asso- 
ciation was held March 18th. After trans- 
acting necessary business, Mr. Geo. C. Niel- 


sen read a paper on the molding machine, 
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hich we publish in another part of this 
] 


ssue There was quite an animated discus- 
mn over the paper, in which many took part. 
hree new members were taken in. In was 
lso decided to hold a dinner at the next meet- 
April 16th. 


ig, which will be on 


THE ASSOCIATED FOUNDRY FOREMEN. 
yseph A. Murphy, Secretary, 114 West Twentieth 
Street, Erie, Pa. 
ERIE FOUNDRY FOREMEN. 
Harry E. Kies, Secretary, care of Erie Malleable Iron 
Co., Erie, Pa. 


MILWAUKEE FOUNDRY FOREMEN. 
Thomas Glasscock, Secretary, care of Pawling & 
Harnischfeger Co., Milwaukee, Wis. 





INDIANAPOLIS FOUNDRY FOREMEN. 
John Reynolds, Secretary, care of Enterprise Foundry 
& Fence Co., Indianapolis, Ind. 


THE ELECTRICAL AGE. 
This paper was established in 1883, but it has 
] Mr. 


recently passed into the hands of 
Cassier, whose magazine has been well known 


Lewis 


for a long period, and noted for its high 
character and excellent typographical work 


The first number of the Electrical Age under 
the new management appeared in 


March 


pages of reading matter each, the pages being 
} 


February 


The February and issues contain 84 


go x 12% inches. It 


5 is printed on 
coated 


which all the 
halftones, 


heavy 


yaper upon cuts, and 
I 


especially the show up very well 


ndeed. Each number contains a large insert, 
he February number being a view of 
he interior of the 
Niagara Falls 


ssue is a picture of 


house No. 1 of the 
March 


1 


Edison and his 


power 
That in the 
Phos. A 
Orange laboratory 
March 


light and its history, considerable 


Power Co. 


taff at the In one of the 


irticles in the number describing the 
neandescent 
matter is introduced 


nteresting concerning 


Thos. Edison ‘here is a photograph of him 


and 


four years old another at fourteen, 


lso a picture of his birth place at Milan, O. 
Many topics of especial interest at the pres 
ent time are treated in both these numbers of 


the paper, covering such points as the Cooper 


Hewitt mercury vapor lamp, and some of the 
new developments 


and applications of elec 


tricity in larger power stations. On this sub- 


ject there are several articles in each number, 


y i 
+4 in, U CT i} 


} 1] $+ +) + 
showing illustrations and givin: 
of central stations, electric 


power transmission 


plants, etc. There is an extremely interesting 


number of the electro- 


lytic decomposition of metals under ground. 
here are articles bearing upon wireless 
telegraphy in its different forms 

The sections devoted to electrical | me 


chanical progress, personals, and general notes 
and news, also to a review of the technical 
press, are very well arranged and illustrated 

We do nap see how any one who is interested 


in the swHfect of electricity can afford to be 
} ; 


withougAhis paper 


THE D.-C. BOOK CLUB. 


he Derry-Collard Co., of 256 Bro 
New York City, have introduced anothet 
method of selling books, which should be a 
many interested 
neering. They are the first book house in tl 
world, so far as we know, who have offered 
to send books on approva , the 


for 1f found 


Sallie 


and if not, to be re 


turned. ‘This plan gives to those who can not 
visit a book store selling technical books the 


privilege of examining and _ selecting 
which would be best suited to their needs 
rl 


he new plan is an improvement on the 
old one, though it retains all th | 


e good teatures 
er ' pe , 

f the old. They mail an agreement 
Which 3s tT Ti 


<< 


intereé sted, filled out ind re¢ 
turned to them (he purchaser agrees t 


a certain amount per month in regular monthly 


instalments. He is then allowed ect the 
full value of his payments in books, and ean 
irder books equal to three months’ payments 
in advances Mechanical books costing a dollar 
yr more will be sent on approval if desired, 
with the understanding that if they are not 
returned in five days they are to be retained 
ind paid for. ‘The agreement cat e term 

nated at any time by paying for the books al- 
ready ordered, and any balance in favor of 
the member will be returned to | yut all 


members who remain in the club for 


+} +] 


receive the [2t! 


person joining the club and agreeing to pay 


$3.00 per month, could select $12.00 worth 
1f books at the time he in his first pay- 


ment If he continued to pay $3.00 each 


month, he could select altogether $36.00 worth 


f books during the year, but he would only 
them, on account of the 
would receive his 


have to pay $33.00 for 
fact that he 
Members are 


last month free 


allowed to select books pub 
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lished by any publisher, the only limitation 
being that the return privilege is only given in 
the case of mechanical books costing one dol- 


] book 


lar or more each. ‘This club should 
certainly open the way for many ambitious men 


to acquire a good library along particular 


branches of engineering or shop work which 


they are foll 


PERSONALS. 
Warren Rock Falls, Ill, has 


resigned his position as molder of pump cyl- 


Presbrey, of 
inders at the Johnson & Burleigh foundry. He 


has worked for 31 years as a molder for this 
concern and now plans to retire from active 
spend 


work and sf his remaining days with his 


family. He has always been considered one of 


the most successful and trustworthy men in 
the employ of the company 

Robert Gray has resigned his position as 
Iron & 
has accepted a similar position 
he Martin Foundry & Pipe Co., of San 


Francisco, Cal 


shipping clerk with the Los Angeles 
Steel Co. and 


with t 


Mr. M. B. Blair has resigned his position as 


manager of the Parkersburg Casting Co., 
Parkersburg, W. Va., and engaged in the foun- 
dry business for himself in New Martinsville. 

Mr. Geo. H. Wadsworth, patentee of the 


Wadsworth & Sherwin machine, has 
severed his connection with the Railway Speed 


Kent, O., 


core 


and has associated 
Rivet & Machine Co., 


He is manufacturing 


Recorder é6.., 
himself with the Falls 


of Cuyahoga Falls, O. 


the Wadsworth Improved Core Machine. 
Mr. William H. Fisher, of Utica, N. Y., 
has been for 11 vears Utica 


ipe Foundry Co., has resigned his position to 


who 
foreman of the 
business for himself. 
He expects to establish a foundry at once to 
a { foundry business 

Mr. Paul R 
and accepted a position as foreman 
Wheeler Condenser & 
Engineering Co., at Carteret, N. J. 


] 


Ramp has left his position in 


~ 


of the foundry of the 


DEATHS. 


Joseph Meyrick, of Louisville, Ky., died on 
April 4th at the age of 77 years. He was 
a patternmaker by trade and for twenty-five 
years preceding his death was foreman at the 
plant of Ainslee, Cochran & Co. 

John C. Lamb died Wednesday, March 16th, 
at his home in Springfield, Ill., at the age of 


79 years. Mr. Lamb was one of the earliest 


residents of Springfield, and for a number ot 
years a member of the firm of Lowry, Lamb 
& Co., who carried on a general iron foundry 
ISQI 
He was also 


business and manufactured plows. In 
he retired from active business. 
interested in many enterprises in Springfield. 

Mr. William B. North, of New 
Conn., died April 7. He was 59 years old and 
a member of the firm of O. B. North & Co. 
iron 


Haven, 


founders. 
James Gifford died April 9, in the house 
in which he was born, at Hudson, N. Y., aged 


75 years. In 1856 Mr. Gifford became a mem- 








JAMES D. SMITH. 


ber of the foundry firm of E. Gifford & Sons, 
of Hudson. In 1863 
to Gifford Bros., as it has 


the firm name was 


changed since re- 
mained. 
James D 
the J. D. Foundry Supply Co., Cleve- 
land, died April 20, at his home in that city. 
Mr. Smith was born Sept. 5, 


Smith, secretary and treasurer of 
Smit 


1858, in Cincin- 
nati. Four months before he was 21 years of 
started in business with the Fitzmor- 
ris & Smith Foundry Facings & Supply Co., 
of Cincinnati 


age he 


A few years later the company 
was reorganized as the J. D. Smith Foundry 
Facings & Supply Co. In 1899, 
Mr. Smith consolidated his business with that 
of S. H. Chamberlain, proprietor of the Cleve- 


December, 
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nd Facing Mill, and moved with his family 
Cleveland. The business has been very 
sperous and Mr. Smith was widely and 
rably known among foundrymen through 
the United States The company manu 
tures all kinds of foundry facings and 
ckings, supplies for iron and brass foun- 
s and patternmakers, and imports pl 


plumba- 
1 


‘r and black lead. Mr. Smith leaves a 


w, three sons, two of whom were in busi- 


ss with him, and a married daughter 


FIRES. 


Fire in the St. Louis plant of the American 


Radiator Co., April 8, caused a loss of $4,000. 
Faunt Bros. Brass Foundry in Chicago, III1., 
was damaged by fire to the extent of $10,000 


he iron foundry of P. J. Clark & Co. 
lifton, Ga., was destroyed by fire on April 
2 The loss is $4,000, on which there is 
insurance 
The prompt action of the assistant super- 
itendent and the night force of workmen at 


United States Heater Co.’s plant in De- 
t, Mich., checked 
serious fire on the night of April 8th. As 


what might have been 


was, the core building, 100 feet, was 


30 x 


lestroyed, together witn a number of patterns 


and other valuable material. 71 


Newat k, N 1 


“ 


‘he loss 1s esti- 


insurance. 
Wehrle Co., 
fire April 7. The 


ated at $5,000, fully covered by 


Che large stove foundry of the 


was visited by 


struction of the entire plant was threatened 
he flames were confined to the office, 
inting room and steel shop, where $40,000 


of steel was destroyed. Total loss was 
1 insurance. Three 
indred men went to work the 


bout $100,000, covered by 


morning after 


he fire clearing away the debris. 

Che B. F. Clarke Foundry, Rumford Falls, 
\le.. was destroyed by fire recently. Loss 
2,000, insurance $1,200. 


wer 


Was a 


1sighland Foundry, Roxbury, Mass. 


main foundry building of t 


n Works, Philadelphia, 
re March 2 


} 


he Tacony 


was destroyed by 
3, causing a loss of $50,000. Many 


luable patterns were destroyed. 
Valve 


Pa.. 


entailing a 


he machine shops of the Pittsburg 
& C Cou 
re destroyed by fire recently, 


undry struction Pittsburg, 


ss which will probably reach $200,000, 


For in four months there 


at 


fourth 
March 27, 


the time 


the plant of the 


As in the 


fire, 


previous fires, the origin is a mystery, but it 1s 


relieved to be incendiary. The fire was con- 
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to a 3-story brick building occupied as 


at 


fined 


a store room The damage is estimated 


&2,000, fully covered by insurance 


NEW CONSTRUCTION. 


The Elm City Brass & Rivet Co., of Hart- 
ford, Conn., have constructed an addition 
60 x 140 feet to the old Clark & Cowles shop 


and have moved the old store house and turned 
it into a foundry. 
North & 


Britain, Conn., is 


Mfg. Co., of New 


extensive improve- 


Judd 


making 


rhe 


ments on its plant. The old annealing building 


is being converted into an iron foundry and 


other improvements being carried forward. 


The Martin Hardsocg Mfg. Co., of Alle- 
gheny, Pa. are planning to rebuild their 
foundry which was destroyed by fire early in 


winter. The plans have been completed 


and it is expected that the work will be 


usned rapidly 


The Twentieth Century Heating 





lating Co., of Akron, O., will enlarge their 
plant by adding a new machine shop and 

foundry 
Work will be begun in few days on the 
construction of a new plant fot e United 
is loledo, O 


States Malleable CC: 


the National 
| ole 1 .¢ 


he foundry of the Eastern Indiana Foun 


Supply Co 


ymcerns 


Losantville, 





Hunt, Helm, Ferris & Co., Harvard, IIL, 
makers of agricultural implements, are plan 
ning to build a new foundry, 4o x 100 feet. 

The Keystone Mfg. Co., of Sterling, Ill. are 
making changes which will very greatly 1n- 
crease the capacity of their plant 

The walesburg Machine Works, of Gales- 
burg, Ill., has completed a foundry which will 
be run in connection with its machine shop 

Beech Bros. will erect a foundry and 
machine shop at Charlotte, Mich 

lhe Garwood Foundry & Machine Co., Gar 
wood, N. J., is building new foundry at a 
cost of $10,000 

W. C. McFarland, of the Orange Iron 
Works, Orange, Texas, will erect a machine 
shop and foundry at Alexandria, La., to cost 


about $30,000 

The Miners’ Foundry & Machine Products 
Mfg. Co., will erect a new foundry at El 
Paso, Texas. 





A new foundry is being erected by the 


Hilles & Jones Co., 


The Missouri Pacific railway has decided to 


Wilmington, Delaware. 
cate 118 new 
at Sed ilia, Mo 

separate building to be built of 


] 


Irames, and 


shops, tc cost about $1,000,000, 
The shops will consist of ten 
iron and steel 


a1] _} sat ] 10erT , 
Will about eleven acres Ol 


ind. When 


1,600 and 2,000 men 


cover 
finished they will employ be- 


tween It is expected that 


a large proportion of the engines used on 
the system will be constructed in the locomo 
ve dep it. One of the buildings will be 


The Murray Co., Dallas, Texas, manufactur 


ers of cotton gin machinery, are planning to 
dd a W indry to their plant 
Gus G of Joplin, Mo., 1s planning to 
s v foundry Yellville, Arkansas 
Spring & Lest of 520 Chamberlain 
street KK xville enn will build an ad 
li feet r foundry 


& | : ( f Pittsburg, Pa., state 
ha \ lelr p I wl 1 Was 
yed ( \rrangements have 
v \ a pany fill important 
delay 
g of vy wheel foundry of 
P ia R 1 ¢ South A 
) ‘¢ a cos f $1,000,000 has been 
mpleted and will be ready for operation 
J 1 e equi{ it Wi cos ver $306 
O00 indry w have 1 d y outp 
ot goo eels 
I. J I s & Brother, Ashland, O., have let 
t for 1 ad n t foundry 
\ ' ! cos f $3,000 


) \ W crx 
4 ics 
<4 } 
& Pacit ad has decided to 
} } + 
) 1 T rounda;ry ( mnect \ } ell 
1 , 

p larsha . The new ling 
‘ 10 SO feet 


f W equippe W 1 fu 
f me bor saving devices 
GENERAL INDUSTRIAL NOTES. 
The Eagle Foundry Co., of Salem, Mass., 
has been incorporated with a capital of $12,000 


H. Smith 


is president and treasurer 
recently incorporated Torrance Mallea- 


Iron Co., of Troy, N. Y., has purchased 


Torrance 
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Iron Co., 


is president 


Mr. Fred V. Griesman 


o. that city. 
Mr. William 
E. Woollard vice president, and Mr. Geo. L 
French, 


and treasurer, 
secretary. 
The plant of the Foundry Co., 
Syracuse, N. Y., has been sold at sheriff’s sale 
to the Co. of Utica, 
holder of a second mortgage for $11,555, the 
amount of the first mortgage. 

‘| he Bre oklyn, 
N. Y., has been incorporated with a capital of 
Henry H. Hull, 
Moore, of 


Economy 


International Heater 


Brooklyn Foundry Co., at 
$100.000 The directors are: 


Rentfro B. Banton and Banton 
Brooklyn 


Che board of Auburn, N. Y., 
has awarded to the Warren Foundry & Ma- 


waterworks 


furnishing from 
The War- 
The other 
Iron Pipe 
Miller & Son, 


chine Co., the contract for 
20,000 to 25,000 feet of 12-inch pipe. 
ren Co.’s bid was $22.60 per ton. 
bids United States 


Foundry Co., $22.70; Charles 


were cast 
$22.90 

J. R. McWare, of Va., and 
W. T. Adams, Corinth, Miss., have purchased 
the Hood Machine Works, of 
\la. The new name of the corporation will 
be the Iron & Steel Co. They 


general foundry business 


Utica, 


Lynchburg, 
Birmingham, 


Birmingham 


will continue in the 
and in addition will 


make steel castings 

The Ironton Foundry Co.’s plant at Ironton, 
Ky., has been sold to Messrs. W. L. Brammer 
and M. B. Muncie, Ind., 
plac the The 
Disc Plow Co. has the plant leased until May 


Giberson, who will 


plant in operation. Ironton 


ant 


1 it is probable that after this date the plow 
company will erect a plant of its own. 

The Atlanta Atlanta, Ga., has 
purchased the plant and entire assets of the 
Moncrief 


continue the 


Furnace Co., 


“1y 
il 


and wi 
Moncrief 


Furnace & Foundry Co. 
manufacture of the 
The 


ventilating, and sanitary en 


warm air furnaces company will con 


ue its neating, 
ng and contracting business, as former 
furnace and 


by having its sanitary 


Ss made 


in its own foundry, under the 


f the designer, will be 


supervision 
better prepared to do good work. 


Che foundry and brass works of 


James W 


Richmond, Va., recently damaged by 


tire, have been repaired and are again in 


operation 
The new plant of the Dixie Foundry & Ma 
*hine Co., Bristol, Tenn., has been completed 


and all machinery installed so that it is now 


in a position to do a general foundry and 


machine business 
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Bernard for the manufacture of castings for the Bullock Elec- 


and foundry at tric Co., 


the concession held by AI. 
of smelting works and the new arrangement bring 
Mexico, has become for- ts into closer toucl 


allied interests int h 
Bourbon Copper & Brass f 


rection 
uaymas, Sonora, 
ited by his failure to commence work within The 
stipulated period ae 
Acme Foundry Co., Brooklyn, N. Y., Thomas Ford, Peter N 
rated with a capital of $40- E. M. G 
( re: J. L. White and John ital stock, $50,000. 
} Varren, Brooklyn, and J. B. Davie, New [he Sandusky Foundry & Machine Co., of 
] I neorporated with a 


rk Sandusky, O., has been incory 
[he Holland Machine Co., New York, has eapital of $50,000 The incorporators are 
‘rol G \ Bl KI 1 J J 


ted with a capital of $25,000. Sidney Frohman, 
are: H.R. Marcellus, Brooklyn; N Dauch, : ss, E 
h: t t] H 


W. Mumford, George Kinney vefiinghoff 


Walton, Newark, and W. 


fifteen 





New York & Laue Foundry Co., 
\t a meeting of the directors of the Amer- years. The company is given the privilege of 
Steel Foundries held in New York April purc] ising the pl int at e ¢ time 
7, Joseph E. Schwab tendered his resignation for $22,000 e annual 1 $1,100 
resident to take effect April 16. The res he Peru Steel Casting ( Peru, Ind., has 
g 1 was accepted and General Charles closed its plant for an indefinit 
er was ippointed president Mr. Schwab The Latchford Machine Co., Chicago, has 
S a ember of the executive committee been incorporated with a capital $50,000, 
ird of directors to manutfactut machinery l} orators 
1e Quintard Iron Works Co., New York ire Joseph M. Griffin, Warre: Nichols, 
ty ive been incorporated with a capital of Harry A. Warren 
; $250,000. Directors ar Ned Palmer, G. Q | Marengo Foundry Machine Co., of 
‘ r and F. F. Palme ll of New York \lareng [1 has been .{ icceed 
l ) inecers 





) T $10.0 | ( ee“ I 
wens, M. O. Owens, ( rleroi; J. F. Dor sar ecretary; R. B. W d urer. 
g D. S. Donaghy, ITAaOPOIISs ; | | 1 he I irporated w ital of 
( | ure $20,000 
( wes Brass & Copper Corporation The Quincy Foundry & N ( of 
> ‘ + " | 
| W City rs is been nceorpora ed Quincy, | i. naS incre sed { SLOCK 
nit f £10,000 The lirectors are from $20,000 t $40,000 
N L. Alle Sewickley; Fred L. Roberts, The Davison Foundry Co., Chi has 
talph L. Smit Pitts y been incorporated with a ipit $10,000 
é CL resce Br S< lfo (0 of Re iding | ( icorporatl ire I S.H I ] lo 
sal porated with « cinkal of gumcoed 3. Bi. Laltj 
, 
Sic on The Wa n-Van Huff \It ( f Gale 
1 ] +} ? 
\ VV & ( f Rovlesford. Pa.. have burg, Ill., has been inc rp ( W a capital 
b ; 
4 + . 7 ) y ) ) Oo T tT é ‘ )1 
, rporated wit 1 capital stock of f $20,000 to do a general 1 id f un 
| 1 ] . dry business Phe incorporatot M. S 
D2 2.8) nrn W cn W ado . ; 
1 1 Walton Peter Van Huff W I Lartin 
nder new baat ey nanutac , 
, The Faribault Mfg. Co ribault, Muinn., 
Ve T nye 
— oe Sweat f en 
e ; e ‘ t a een icorp ited W ) I p50, 
e Standard Pulley Co., 524-526 East Fit ' 
2 ooo, t manutacture na 
S ( nati, O., recently incorporated, wW , 
es Itke & May Co., Sturgeon Bay, 
1 r¢ St T ) e\ x Vely ¢ e 
_ . iat \\ i eel neorpo! r A p il of 
) Ty is i complete equipment ror the bt 
. . it $20,00% manutacture machinery 
n . ee 1] 
mMutactuy ot “actinos 7 c Ti} 7 . 
inutacture f castings and finished pulleys (he Thompson & Sons foundry, i1 Beloit. 
] “a T)° t 1 yout ten tons } ] ] 
¢ y Capacity ‘ aC ten ton Wis., which was almost totally destroyed in 
} ) =| + . c ‘ : ’ 
Through the Bullock Electric Co., of Cin a recent flood and fire, will resume operations 
( nnot +1 11; } ly h- . " 
atl, U., e A Chalmers Co. has ac soon The patternmakers are now construct 
v red the Ballman-Wilson foundry of Cin ing new patterns to take the place of those 
d nnati t a price approximating $100,000 destroyed, so that there will be 1 lelay in 


is foundry has already been engaged in the the work 
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Geo. F. Smith & Co., machinists and foun- 
drymen, are moving their plant from Holland, 
Mich., to Sturgis, Mich. 

The Morrison Foundry Co., Newark, N. J., 
has been incorporated with a capital of $10,- 
000. James Morrison, Al- 
Cassimire 


Incorporators are: 


gernon T. Sweeney and Scoppet- 
tone. 

The Wake Forest Foundry Co., Wake For 
est, N. C., has purchased the plant of the W. 


B. Dunn Plow Co. 


The Harmony Grove Foundry at Commerce, 
Ga., has been sold to W. A. Gibbs, who will 
operate the plant. 

The Pugh Foundry Co., of Kansas City, has 


been incorporated with a capital of $10,000. 


The incorporators are: Margaret S. Pugh, 
Warren Allen Pugh, Walter G. Pugh and 
Lucy Pugh. 

The Grand Island Iron Works, of Grand 


Island, Neb., has been started by Messrs. Bal- 
lard and Chas. A. 
The pipe foundry of the Minnequa plant of 


} 


the Colorado Fuel 


Brayton. 


& Iron Co. resumed oper- 
March 28. It of all de- 


partments to close down because of the large 


ations was the first 


stock on hand 
The 
City of Mexico, 


with a capital of $1,000,000 gold, has begun 


Car & 


which was recently organized 


Mexican Foundry Co., of the 


work on the construction of its buildings and 
the installation of machinery. 

The Tabor Mfg. Co., of Philadelphia, Pa., 
have opened an office in Boston, in the Mason 
building, No. 70 Kilby street. The office is 
Mr. C. S. Lovell. 

The McCaul Brass Foundry Co., of Chelsea, 
Mass., 


in charge of 


has been incorporated with a capital of 


$5,000 [he incorporators are: President, 
Mary A. McCaul; treasurer, Patrick C. Mc- 
Caul. 


he new foundry of the Crescent Brass Mfg. 
is located in 
P. te &. Go: 
operations 


Co., which 
of the 


the old pattern shop 
in Reading, Pa., has com- 
menced and the company is ex- 
pecting to have a prosperous time. 

(he Morrison Brass & Iron Foundry Co., 
of Youngstown, O., are putting in equipment 
lionht har -T. ¢ " 
light hardware, and bronze 

I 


to make brass 


castings, as well as the heavy mill bronzes and 
brasses which are their specialty. 

and Art Works, of 
Richmond, Ind., held their annual meeting re- 


The Chandelier Brass 


cently and elected the following board of 
directors: Judson R. Rupe, W. H. Campbell, 
Henry C. Teeter, S. W. Gaar, Sharon E. 


Jones, H. L 


Ashley and Oscar C. Smith. Mr. 


Rupe is president, Mr. Campbell vice president, 
Mr. Smith is secretary and Mr. Gaar treasur 
er, J hey have also decided to increase the 
capacity of their piant. 

The general offices of the Republic Iron & 
Steel Co., 
the First National Bank building, corner Mon- 
roe and 

C. W. Thomas, successor to the Michigan 
&. Iron Works, of Detroit, Mich., is 
sending out a circular letter to correct a false 


at Chicago, have been removed to 


Dearborn streets. 


Brass 


impression which seems to be abroad as to 
the ownership of the Michigan Brass & Iron 
Works. 
of the lines carried on by the old company, 
and have purchased all of their plant 


The new company will carry on all 


and 
equipment, so that they are in a position to 
furnish duplicates of anything which the old 
companv have supplied. They will be glad to 
furnish material either to their old customers 
or to new, and have several catalogues cover- 
ing the different lines which they manufacture 


W. E. Brown and E. D. Ellsworth have 
leased the property of the Michigan Iron 
Works at Manistee, Mich., and will manu- 


iron molds 
bli cks. 


gaged in this business at Union City, Mich., 


facture cast for making cement 


building They were formerly en- 


and are now moving their machinery from 
Union City to Manistee. 
Henry R. Worthington 
Works, Brooklyn, are to be 
plant of the International 
Steam Pump Co., at Harrison, N. J. 
pany has also disposed of its large foundries at 
Elizabethport, N. J. 
M. B. Blair, formerly manager of the Park- 
ersburg Casting Co., Parkersburg, W. Va., will 
engage in the foundry business for himself at 
New Martinsville, W. Va. 
Iron & Steel Co., which 
purchased the plant of the Hood 
Machine & Foundry Co., has begun the con 


The Hydraulic 
removed to the 
new $2,000,000 


The com 


The Birmingham 
recently 
version of the casting 
Richmond, 


property into a steel 
J. R. McWane, formerly of 
Va., is general manager. 

The McArdle-Parker Machine Co., of Bir 


mingham, Ala., has been incorporated with a 


plant. 


capital of $50,000. The incorporators are: P 
H. McArdle, of New Orleans; F. W. Parker, 
George St. Paul, of New 
Orleans, and others. 

The buildings which the United States Mal 
leable Iron Co., Toledo, O., is erecting will 


of Birmingham; 


cover about 32,000 sq. ft. consisting of foundry, 


storage and office building. At the 
time concrete foundations are being 
put in place. 


pattern 
present 
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A new publication 
in which, month by 
month, will appear 
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ideas in every line 
of the patternmak- 
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Every up-to-date 
man in any way 
interested in the 
making of patterns 
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It will be worth many times its cost, 
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perce seo 
Of Your encyclopedia will tell you 5 
th é iS It will 


much about this country. 1 
give you its mean temperature; it 
has also a ‘‘meanest’’ temperature, 
and that occurs during the rainy 
season. 

When that period is prolonged 

as it frequently is—beyond the 
normal limit, there is little doing 
in the Plumbago mines. For this 
reason the supply is less some 
years than the demand; then the 
price is high. At such a time you 
pay more for the Plumbago used 
in your foundry, though you may 
not know it. 

If you pay the same price under 
such conditions, you get less Plum- 
bago and more adulteration. 

The pure Plumbago is what 
gives you service, the rest is a 


who have time to watch the East 
India market. 





It is not difficult—no more so 
than to watch the local price of 
oats or wheat—provided that you 





make a business of it. 
I make a business of it and [I 





am trying to make a business of 
giving the foundry trade a pure 
article—a 





Genuine East India Plumbago 
or Ceylon Lead. 


It takes time to introduce it. 


Plumbago is only one—never- 





of 


the articles of foundry practice, 


theless a very important one 
which may be had at my shop. I 


Frederic B. Stevens 


Cor. Larned and Third Streets 


have a complete line of Foundry 
Supplies, and the element of qual- 
ity pervades them all. 


| 

‘filler. 

There are a few foundrymen 
r 
a) 


Once introduced—it sticks; it’s 
the office of Plumbago to stick. 
i 
os 


Detroit, - - Michigan 
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Undisplayed Advertisements. 


Rate thirty cents per line each insertion, An- 
swers addressed to our care will be forwarded. 


WAX TAPERS for port cores; B & 147-18" 
long. J. W. PAXSON CO., PHIL ADELPHIA, PA. 


WANTED Yearly volumes of The Foundry 1900 


o 190 Box 277, THE FOUNDRY, CLEVELAND, 
OHIO 
FOR SALE.—Cupola, 38-inch, rattlers and blower, 


for small foundry Tne j. Bo. BAY CO., CE- 
CINNATI, OHIO. 

NO. 404 SII ICA MOLD WASH makes the clean 
est steel castings in America. J. W. PAXSON CO., 
PHILADELP HIA, PA. 


FOR SAL Ky Second hand Baker Positive pressure 
blowers, N¢ , 6, 5, 4%, and 8. J. W. PAXSON 
CO., PHILADELPHIA, PA. 

WANTED.—Second-hand pulley molding machine, 
with patterns; for pulleys up to 86 inches. Box L, 
Station B, CINCINNATI, OHIO. 


WANTED Well educated man of good address 
for position as salesman and assistant correspondent. 
ACME STEEL & MALLEABLE IRON WORKS, 
BUFFALO, N. ¥Y 


FOR SALE.—One No. 7 Ahland blower, four 
Farwell molding machines. All in first class condi 
tion Cheap Address Box 280, THE FOUNDRY, 
CLEVELAND, OHIO. 


WANTED.—Cupola wanted for melting gray iron, 
one about 60 in. shell Please give particulars and 
quote lowest cash _ price j. D., BP. Ss Box 185, 


GLENDALE, L. 1., N. Y. 


WANTED.—Position by an experienced foundry 
foremat Up-to-date on light and heavy castings. 
References Address Box 272, care THE FOUN 
DRY, CLEVELAND, OHIO. 


WANTED.—Foreman for new up-to-date brass 
foundry Good pe “53 for right man Address 
“FOUNDRY FOR MAN,’ Box 281, THE FOUN 
DRY, CLEVELAND. OLIO, 


FOR SALE.—One 10-ton foundry ladle; one 5 

foundry idle Pit geared, uare bail, A 
7 l nditior Price 1 l CROWN DRILLING 
MACHINE cAD., \KRON, “OHIO 


4 





FLUOR SPAR Every grade Quotations delivered 
il re Cheapest suppliers Address GEO. G. 
BI \( KW! LI SONS & CO., Ltd., Liverpool Eng., 
r ag Pent Salt Mfg. Co., Pittsburg, Pa 

FOR SALI Foundry and machine sho n gi 

inty seat t n in northeastern — oe Eh ling 
first clas G 1 opportunity \ddress ‘. ey Ww. 
Box 279, re ii FOUNDRY, CLEVI \N] 
OHIO 

WANTED Position as foreman in gray iron fou 
dry went ears’ experience on light and heavy 
green sand Iding Be of references \ddress 
Box 276, re THE FOUNDRY, CLEVELAND 
OHTLO. 

FLUOR SPAR We furnish best grades on the 
market Grout lump or gravel No order too sma 


ipacit 


1 n nor t larg for t 
Riiees on c est KENTUCKY ‘FLUOR SPAR CO. 


M \RION, KY 


FOR SALI Compound belted air ec on be meg 120 
ft. capacity, 100 Ibs lir pressure Bargain price 
Spot delivery Good conditi RORTON & TIER 
NEY CO., STEPHEN GIRARD BLDG., PHILA 
DEILPHIA, PA 


Rox 


Root 


BLOWER 


t's Second-hand Blowers, bought, 
| for new ones. Address, 
H. M. PAPWORTH, 
120-122 Liberty street, New York City. 


FOR SALE.—1 No. 
blower, second hand In 
\dams molding machine, new 
BRASS 


FOR SALE. 


by The 


tons. 


applic 


Good as 


ation. Write 


One 


Whiting Equ 


new. 


steel ji 
lipment 
Other 


first 


.; 


b crane, 


BARGAINS 


oO. 


Whiting cupola, 
class condition. 
b. 
FOUNDERS SUPPLY CO., 

Newark, N. J. 


cars 


1 No. 





sold or ex- 


New: vie 


manufactured 


Co.; capacity five (5) 
specifications sent on 
FOUNDRY CO., 


AMERICAN 


HAMILTON, OHIO. 

FOR SALE.—At a bargain, well established foun 
dry and machine shop in a beautiful, growing town 
of 14,000. a competition. Good trade; small capital 
required. Address Box 278, THE FOUN DRY. 
CLEVELAND, OHIO. 

WAN TED.—First class brass molder used to job 
bing work, Rochester, N. Y State age, experience, 


and wages expected. 


soon. Address Box 275, care THE’ FOUNDRY, 
CLEVELAND, OHIO. 

WANTED.—Position as foundry foreman; 18 
years’ experience in mining machinery, engine work, 
sewer pipe and a general line of jobbing work. Best 
of references. Familiar with mixing metals. Ad- 
dress Box 273, care THE FOUNDRY, CLEVE: 
LAND, OHIO. 

WANTED.—Partner in Manufacturing Foundry 
Supply Company. Must have a knowledge of foun 
dry practice and the trade. Must also be a good 
salesman. ‘Trade in some lines already established 
Small investment. Write H. A. B., Box 274, care, 
rHE FOUNDRY, CLEVELAND, OHIO. 

WANTED.—Two pattern makers ‘familiar with 
Saddlery Hardware State experience and wages 
wanted. Also wanted foreman for core department, 
mostly small work for malleable bench molders. State 
experience and wages expected. Address D., Box 282, 
care THE FOU NDRY, CLEVELAND, OHIO. 

WANTED.—Position as foundry foreman. Twent 

ve years’ experience in handling heavy work 

im, dry and green sand. Up-to-date in modern 

indry eth and economies. Al iron mixer at 

ndler of men First-class references. Address Box 

68, care THE FOUNDRY, CLEVELAND, OHIO 

WANTED.—Position as foreman by practical four 
irymat p-to-date on ornamented iron and bronze 
rf g grace quality Name connected with 

m k n f excellent work in that line. Five years 
is fore Can guarantee satisfaction. Address 
Box 284, care THE FOUNDRY, CLEVELAND, 
OLHLO 

FOR SALE.—Foundry and machine shop equip- 

ent complete Will also if desired, lease or sell 
su e pri ind buildings for establishing 
f y at ichine shop located in city of 40,00 

‘ pl this —_ is needed and would have 
g loc trade at once This property and equiy 

ent may b spected at Eimira, N. ¥. WN. D. 
DONEY, 655 NORTH MAIN ST., ELMIRA, N. 

WANTED.—Experienced malleable iron foundry 

n wishes to make i change; has several years’ ex 
perience managing foundry, core shop and annealing 
lepartment several years’ experience in malleable 

gs and olding machine practice, smal! 
castings and jobbing U a inds mixing 
nanagement of open hearth furnace = at 
cupola practice; handling of help to best advantage 
Practical moldet Address Box 283, THE FOUN 
DRY, CLEVELAND, OHIO. 








Steady employment and wanted 




















= 





“TAE FOUNDRY 





Piet 
HY 





Magnetic 
Separators 


For recovering SHOT 
IRON from cupola 
cinder, gangway  scrap- 
ings and foundry refuse. 
By far the best machine 
of the kind on the market. 
Also 


Magnetic Separators 


for Brass Foundries, Min- 
ing and other purposes. 
Five different kinds. Send 
for printed matter. 


—— 


DINGS ELECTRO - MAGNETIC 
SEPARATOR CO. Milwaukee, Wis. 


























GIL.MOUR’S 
20th CENTURY 


Foundry Equipment 


CUPOLAS 
TUMBLERS 
TRUCKS 
CRANES 
LADLES 




























Gilmour’s Double Spur-Geared Tumbler 


. 4 * 4° + 4 f 
is the longest-lived and most prac . 
I of 
tical mill ever put on the market 

Let us tell you more about it 


J. GILMOUR 


Bennett Building New York City 





SJ 
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Air Compressors 


STEAM AND BELT DRIVEN 


Also arranged for direct connection 





to Motor 
For Foundry and Machine Shop 
Steam Driven—Class ‘*BS” SEED VOR CATALCCVS 
HERRON @ BURY MFG. CO., Erie, Pa., U.S.A. 
NEW YORK: 120 Liberty Street PHILADELPHIA: Drexel Building 
LONDON: J. W. Jackman & Co, PARIS: Fenwick Freres & Co. 











MAKE a specialty of fitting mold- 
ing machines with wooden patterns 
and wooden stripping boards. 











John A. Brodin Pattern Works 


WESTERN AVE. & W. i6th ST., CHICAGO, ILL. 
Estimates furnished on application. Telephone Loomis 1251 


AIR COMPRESSORS 


Pneumatic Chipping Hammers, Hoists, Casting Cleaners, Sand Blast 
Machines, Molding Machines and other appliances in foundry work. 
Send for catalogue. 


American Air-Compressor Works, *°wvsaie" 




















Bristol’s Recording 
Thermometers 


for CORE OVENS will pay for 
themselves. Send for catalogue 


The Bristol Co. 


Waterbury, Conn. 


e 

; AIR COMPRESSORS 
3 Send for Bulletin C20I1F 
ss 
3 
a 
o 


CLAYTON AIR COMPRESSOR 
WORKS, 1/4 Liberty St.,New York City, 





Soee $OHESF 


OOOSOOOD 0000eeeececeeoooooos 





Specially designed for 
Foundry and Machine Shop. 
Sand Blast work. 





Offices: 
New York, Chicago, St. Louis, 
Cleveland, Philadelphia, Pittsburg. 


LAIDLAW-DUNN-GORDON CO., Factory: Cincinnati, O. 
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Buy a BLAKE Roll-Over Molding Machine 


You can use your ordinary patterns on this machine: ordinary flasks or snap flasks, The machine is sim- 
ple, and easily adjusted, and particularly adapted for small work. Find out what work you have got, and write 
us, and we will furnish you a molding machine at a low cost that will turn your plant into a ** money maker,”’ 
The accompanying cut shows the Blake Roll-Over Molding Machine, complete with levers and balancing work. 
In operation in our own foundry, this machine produces castings with less loss than either a full pneumatic or 
automatic or stripping plate machine. 


Ghe GEO. F. BLAKE MFG. CO., 114-118 Liberty Street, NEW YORK 
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for 





TRIPLE HEM 


STEEL SHOP BARRELS 
STEEL SHOP BOXES 


FOR FOUNDRY USE 


Manufactured by Metal Goods Dep’t 


THE CLEVELAND WIRE SPRING CO. 


Write for Catalogue CLEVELAND, OHIO 





























ELECTROLYTIC FERRO-SILICON 


HIGH GRADE 
25%, 50%, 75% ~J 


We solicit your inquiries when in the market, both fof 
spot and to arrive. 


THE ROESSLER & HASSLACHER CHEMICAL CO. 
100 William St., New York 








a, 
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Heyl & Patterson, 


ENGINEERS AND 
CONTRACTORS, 


PITTSBURG, PA. 

«<> | 
ELEVATING AND CONVEYING 

MACHINERY. 


RECIPROCATING CONVEY- 
ORS FOR TRANSPORTING 
SAND. 

FEEDING AND MEASURING 
DEVICES FOR THE AUTO- 
MATIC TEMPERING OF 

SLOW SPEED, PERFECT DIS: 
CHARGE ELEVATORS. 








Views of 230-foot Re 
ciprocating., Sand Con- 
veyer at Westinghouse 
me Air Brake Co.’s Foundry, 
Wilmerding, Pa. 

2, PATENTS PENDING. 


evs3 


Complete 
Installations. 











‘PEDRICK @ AYER CO., 


Air Compressors, Compressed 
Air Riveters, Hoists, Cranes 


AND OTHER TOOLS FOR SHOP, YARD AND FOUNDRY USES. 











STRAIGHT LIFT PNEUMATIC HOIST 
FOR HORIZONTAL OR VERTICAL USE. 
Send for Catalogue 


Factory removed from Philadelphia, Pa., 
to Plainfield, N. J. 


Sales Office - - - - - 85-87-89 Liberty St., - - - - New York. 
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No. 503. 
Four Wheel Five Ton Ball Bearing 
Trolley. 








No. 231-A.—Core Oven Car. 


The Atlas Car @ Mfg. Co. 


CLEVELAND, OHIO. 


Manufacturers of 


Small cars of all Kinds for various pur- 
poses, also Sand Buckets, Overhead 
Trolley Systems, and complete equip- 
ment for industrial Railroads, includ- 
ing Rail, Frogs and Switches. 
equipment a specialty. 


Foundry 





No, 600.—Steel Dumping Bucket. 








DR, “_LYCODIN” Pat. 
Germany U.S.A. 
Saves 40" 
I y perfect and far superior substitute for Lycopodium Light in color lighter weight a ess | By t 
‘LY CODIN every aracter of vital importance is es maintained rs I NOT RUN “LYCODIN 
ersally by the largest manufacturers on the globe . \ " 
Pacis reular a —— Sole agents for U.S.A., U. s. LYCODIN co., Cineinnatie Ohio 








The modern softener for Cast Iron 


_BRIGHTON Slierreerdaaiinill 


Pro s Fluid Iron, Eli Make 


Station B. 


up minates Sulphur, 


BRIGHTON ALLOY MFGS. CINCINNATI 

















STEEL SHOP BARRELS 


For Foundries, Factories, Machine Shops, etc. 
Intended for carting and storing 
tings, castings, parts of valves, 


heavy fit- 
etc. 





Ohfe Kilbourne @ Jacobs Mfg. Co. 


Columbus, Ohio 
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DIRECTORY OF LEADING PIG IRON DEALERS 














MATTHEW ADDY & CO., 
CINCINNATI, ST.. LOUIS; 
PHILADELPHIA. 
AGENCIES: 

Chicago, Detroit, New York, Pittsburg 














N. $8. BARTLETT & CO. 
PIG IRON, COAL, COKE 


126 State Street BOSTON, MASS. 














FOUNDRY COKE 
KanawHa CoaL & Coke Co. 


Fourth and Elm Sts., Cincinnati, O. 











SHOULD YOU WANT 


a good book on Foundry Practice, Melting 
or Molding, we can supply you. 


THE FOUNDRY 
1064 Rose Building Cleveland, Ohio 





The 
Foundryman’s 
Favorite 


BUCKEYE 


PIG IRON 


FOUNDRY 
MALLEABLE 
BESSEMER 


Capacity 500 Tons Daily 





THE 
COLUMBUS IRON & STEEL CO. 
COLUMBUS, OHIO 














DALTON, NASH & CO. 
PIG IRON and COKE 


EASTERN SALES AGENTS FOR 
Low Moor, Covington, Franklin, Alabama Pig Iron 
Genuine Connellsville Coke 


76 Wittiam St. - NEW YORK 








DeCamp Bros. & YULE 


Iron, Coat & Coxe Co. 
SOLE AGENTS 
The St. Louis Blast Furnace Co.’s Missouri Mal- 
leable Bessemer and Basic Chill Pig Iron 


Union Trust BuILpING, ST. LOUIS 











REED F. BLAIR & CO. 


FRICK BUILDING, Pittsburg, Pa. 





STRICTLY STANDARD Low Phosphorus, Standard 
CONNELLSVILLE K a R Bessemer, Malleable, Basic 


FOUNDRY 


Foundry, Gray Forge. 


Chrome Ore, Ferro-Manganese, Ferro-Silicon, Silicon-Spiegel. 








TRADE MARK 


CARBANESE 


REGISTERED 


SOFTENS HARD IRON STRENGTHENS WEAK IRON 


PACKED IN STRONG KEGS AND CASKS 


MAKES SOUND CASTINGS 
CORRECTS EXCESS SHRINKAGE REDUCES SULPHUR IN IRON AND COKE 
SEND FOR PAMPHLET, PRICES, ETC. 


Midvale 
Mining and 
Mfg. Co. 


SOLE MANUFACTURERS 


ST. LOUIS, MO. 











HENRY SOUTHER ENGINEERING CO. 


METALLURGISTS 


Hartford, CONN. 


Complete Chemical and Physical Laboratories. 
Specialists in all matters relating to Foundry Practice. 
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DIRECTORY OF LEADING PIG IRON DEALERS—Continued 
J. K. Dimmicxk & Company J. H. HILLMAN & SON, 
aaakins Senay incu a PIG IRON, 
i SE ae ae ee STEEL AND COKE. 
2022-2023-2024 New Land Title Bldg. Charcoal, Pig Iron and 72 Hour Foundry Coke 
PHILADELPHIA a Specialty. 
4o1 Ellicott Square, BUFFALO Frick Burtpinc, - PITTSBURG, PA. 
THE Domuorr & Joyce Co. McKEEKFREY & COMPANY 
PIG IRON Pig Iron, Coal and 
and COKE, Connellsville Coke. 
CINCINNATI, - - - OHIO. LEETONIA, . . OHIO. 
. F. A. GOODRICH & CO. J. J. MOHR, 
INCORPORATED Foundry, Forge, Charcoal and Bessemer 
PIG IRON, STEEL, COKE, &c. PIG IRON. 
} DETROIT - - MICH. BuLuitt BuI_LpINGc, - PHILADELPHIA, PA. 
PIG IRON. T. S. McRATH, 
HicKMAN WILLIAMS & Co. Pig Iron and Coke, 

] CHICAGO, AINSWORTH BUILDING, 
LOUISVILLE, ST. LOUIS, piieinemeet ira es 
CINCINNATI, PITTSBURG. PORTLAND, - OREGON. 
OheField-Evans Iron Company 

Cincinnati Chicago Pittsburg St.Louis Cleveland 
Pig Iron j 
Northern and Southern Brands | 

: 

Connellsville and West Virginia Foundry Coke 








25° os 50% AND 75% erage y P ure Silicon and Iron It is easily broken up. Can be used in the 

FF Sl LIC N iad le nm can be raised in one casting orin the whole heat rendering it un 
ERRO O necessary to ‘add Sulphur Phos’ and Manganese when you require Silicon only 
PACKED IN KEGS Sold by DANA & CO., 32 Broadway, New York City 














RICKETTS & BANKS Chemists ane | Vetallurgists 


104 JOHN ST., NEW YORK 





ANALYSES of PIG IRON and all FOUNDRY SUPPLIES and PRODUCTS. 


ADVICE on CHEMICAL questions relating to FOUNDRY PRACTICE, including MIXTURES for special 
castings. PHYSICAL tests. 


Special facilities enable us to quote LOW RATES and give PROMPT RETURNS. 


Yearly contracts at special rates, including personal supervision and analyses. Correspondence solicited, 
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DIRECTORY OF LEADING PIG IRON DEALERS—Continued 














PICKANDS, BROWN & CO. 
Manufacturers, Importers 
and Dealers in 


PIG IRON and IRON ORE 
Rookery Building CHICAGO 





F. B. STEVENS 
FOUNDRY SUPPLIES 
Connellsville Coke for quick shipment 


DETROIT MICH. 








Pickanps, MaTHER & Co., 
PIG TRON, 
IRON ORE AND COAL, 
CLEVELAND, - - - OHIO. 


Superior Charcoal Iron Co. 
MANUFACTURERS 


LAKE SUPERIOR CHARCOAL PIG IRON 
Pioneer, Antrim, Elk Rapids, Champion, Excelsior, 
Marquette, Peninsular, Crescent and Michigan. 


GRAND RAPIDS MICHIGAN 








PILLING & CRANE, 
Pig Tron and Coke. 


Farmers’ Bank Bldg., 
PITTSBURG, PA. 


Girard Building, 
PHILDELPHIA, PA. 





THe THomMas FurRNACE Co. 
MILWAUKEE, WIS. 
STRONG FOUNDRY IRON 


FOR QUICK SHIPMENT 








ROGERS, BROWN & CO., 
CINCINNATI CHICAGO, BUFFALO, 
PHILADELPHIA, CLEVELAND, 


NEW YORK - =< « BOSTON, 
ST. LOUIS - - - SAN FRANCISCO, 
PITTSBURG - -« + BIRMINGHAM. 








WaALTER-WALLINGFORD & Co. 
SUCCESSORS TO 
Thomas A. Mack & Coa. 
PIG IRON & COKE 


1412-13 Traction Bldg., 
CINCINNATI PITTSBURGH 


Farmers Bank Bldg,, 











CHARLES G. SHEPARD 
Pig Iron and Coke 


jo1 Evxicorr SQuARE 


BUFFALO NEW YORK 








The Metallurgical Laboratory 
ANALYTICAL CHEMISTS 


CHEMICAL AND MINING ENGINEERS 


Particular attention paid to analyzing foundry irons and 
ipplic Samples taken anywhere in the U. S, 

=e a omeres _— . ) 

545 Liberty Avenue PITTSBURG, PA. 














lron and Steel Makers, 





Look Here! 











THE PREMIER 
plumbago for facings and all foundry purposes. 


CEO. C. BLACKWELL, SONS & CO., Limited, THE ALBANY, LIVERPOOL, ENG. 


MANUFACTURERS, METALLURGISTS, MINE OWNERS, MERCHANTS 


VORKS: Garston Docks ODES: A.B. C., Moreing & Neal, Leibers, and Western Union, U.B.A. Agents, Pennsy!\ ania Salt Co., Pittsburg, Pa 


Removes absolutely all flaws 


nd blow-holes in iron and steel 


Superior to aluminum at con- 


siderable less cost. 


DEOXIDIZER 


Fluor Spar forflux. Tale Pencils, etc. 
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7 EASY HOISTING 
1 YALE & TOWNE “TRIPLEX” BLOCKS 


If you are satisfied with ‘costly hoisting methods we 
haven't a word to say. If you want the easiest, the 
quickest and the safest hoist on the market we just 
want to lend you a ‘‘ Triplex ’’ Block for a few days’ 
trial. Thesway it makes the load go up will surprise 
you. Catalog? 


THE YALE & TOWNE MFG. CO., NEW YORK 











SAND BLAST MACHINERY 
ANNOUNCEMENT 


@ We beg to advise that the agreements with Messrs. E. T. Ward & 
Sons, Boston, Mass., and Messrs. Geo. Nash & Co., Chicago, Ills., 
having expired by limitation on March Ist, 1904, that we have been 
appointed by Messrs. B. C. & R. A. Tilghman, sole agents for the sale 
of all sand blast machinery and supplies manufactured by them under 
the Tilghman and Matthewson patents. 


@ Mr. F.C. Brooksbank also announces that he has severed his con- 
nection with Messrs. E. T. Ward & Sons, Boston, Mass., and is now 
associated with the Tilghman-Brooksbank Sand Blast Company, 409 
Commerce St., Philadelphia, Pa., where as general manager any com- 
munications to the above company will receive his personal attention. 


TILGHMAN-BROOKSBANK SAND BLAST CO. 
409 Commerce St. Philadelphia, Pa. 








Bryan Vacuum Doulding Dyachines 


Save Money in Patterns and in Time. 
Two Handy Men do the work of Five Moulders drawing by hand. 
A catalogue telling the whole story for the asking. 


F= Bryan Vacuum Doulding Dyachine Co. = 
Box 497, LOCKPORT, N. Y. 
POWER SPECIALTY CO., Gen. East and South Agts., 126 Liberty Street, New York. 
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NILES ELECTRIC TRAVELING CRANES. 



































NILES-BEMENT-POND CO, 13%: Liverty St. NEW YORK 


@ Crane Works, PHILADELPHIA 
CHICAGO, BOSTON. PHILADELPHIA, ST. LOUIS, LONDON. 


A Maris Crane 


will settle the question of transportation in 
the foundry even if the roof is low for they 
require but small headroom, very{ sort 


end room, and only one man tasehgic. 
and he stands on the foundry fl ’ 
IVrete for Crane Look. 


MARIS BROTHERS 


Philadelphia, Pa. 


- CRANES - 


For All Foundry Requirements 











Write us for Details and Prices. 


THE CASE M’F’G COMPANY, 


COLUMBUS, OHIO. ail 























~ 








‘S/ 





/3/ 








THESE CUTS SHOW ONLY A FEW 
SAMPLES OF 


ORTHER 
CRANES 


OUR CATALOG SHOWS MORE 
SENT FREE 
NORTHERN ENGINEERING WORKS 
4 Chene St., Detroit, Mich., U.S. A. 
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ESTABLISHED 6878. 


STOW 


MANUF’G C0., 


BINGHAMTON, 
N. Y. 


INVENTORS OF THE 


FLEXIBLE SHAFT 


FOR ALL PURPOSES. 


The oldest and largest 
manufacturers in 
world. 


PORTABLE 


WRITE US FOR CATALOGUE AND PRICES. 
General European Agents: Messrs. Selig, Sonnentt.al & Co 
85 Queen Victoria St., London, Eng. 





“EMERY GRINDER 


Take the tool to the work and save heavy or be forever out of order. Made single or 











the 





handling. 





substantially constructed; 


Eberhardt’s Patent 


Sand Sifter and Mixer 





How are you sifting yoursand? Are you using 
the expensive, back breaking method of hand 
riddling? Ifso, here’s the remedy: Strong and 


won't shake apart 


double end, stationary or portable, belt or motor 
driven. Ask for “ Like This,” it gives details. 


Gould & Eberhardt, *3°5"" 
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Compact, 
and Rapid. 


Strong, Close Regulation 
Types for every purpose. 


Bulletin 13 K on request 


Traveling Electric Hoists 


VALUABLE FOR THE FOUNDRY 


. To carry Iron, Patterns, Flasks, etc. 
a Also of highest value to run to stock 
piles and for conveying castings to 
finishing shops. 





273 Oregon Street -« 


PAWLING & HARNISCHFEGER 
MILWAUKEE, U.S.A. 














PITTSBURG 
CHICAGO 
NEW YORM- SINGER BLOG 


eum 


ANEeset 


NEAR CLEVELAND 

















Scrap 


geen) Metal Cars 


FOR 


Foundry Use 


Special Three-Ton 
Scrap-Metal Car 





These cars are made of the best 
materials, equipped with steel 
springs and radial axles, which 


, enablethem to run easily around 
\curves of 12 feet radius. We also 
See flat top cars for carrying pig 
en and castings, and tip cars for 
molding sand. 
Write for our Industrial Railway 
Catalogue No. 038 





C. W. HUNT COPIPANY 


WEST NEW BRIGHTON, N. J. 








g|_Se ten mailed to any address for the asking. 
} l= It tells how to improve your system of 
New York Office, 45 Broadway 3)-aen a-counting. 
PB 
rT — 








Manganese Ores for Foundrymen. 
In the Crude, Grain or Ground. Foreign 
and Domestic. Hard and Soft. 


Ferro-Manganese for Foundrymen. 
In the Crude. Sized and Ground. Reduces 
Sulphur. Makes Dense Castings. Makes soft 
Iron hard and hard soft. Increases Strength. 


Manganese Copper of superior quality. 


HENDALL @ FLICH 
Washington, D. C. 











I TO DATE LAST YEAR 
Cane of Product Bes. avg. Pca. ave | Pes. Avg a 
— ul | Los. | Avg 
int. | hw Amt) Avg. Amt. | Avg ~~“ths 
Fig tren a 7 | ’ 
@ert. Less | ee a 





ve 


COST RECORDS. 


TWwiS MONTH | LAST MONTH 





A. \ er 





mer 
Ft 
by 
8 


FOUNDRY COST SYSTEM 


- Wetal 
= | Mailing Sand 
z 1 Designed and Instituted 
S estes By JAMES C. LOUGHRY 
6 Total x 
toiding Practical 
5 virect tabor Foundry Accountant 
3 — Labor ELYRIA 7 OHIO 


Our Booklet, Profit Cost SYSTEMS, 
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Don’t forget to write 
for a copy of 


The Patternmaker 


SAMPLE COPY FREE 
ddd 
THE IRON & STEEL PRESS CoO. 
064 Rose Building 
CLEVELAND, OHIO 























Our Family Increases / 


The beginning of the new year finds another Hoyt & Mar 
Metal Separator, ready for you to buy. He resembles his big’ 
a good many ways, has the same features, made of just the sa 
ial, and like his brother, is a good fellow which you can depeng Gh. 

The only difference is, this new brother is only about half fthe size of 
his senior, and unlike us he won't grow an inch, consequently he can only 
do about half as much work. But there was a demand for him, and you 
will find him a good worker, and money saver. Suppose you write us and 
ask fora few points regarding this new arrival and likewise the big 
brother. 

Finished stock ready for immediate delivery. 


THE ELM CITY ENGINEERING CO. 
G5 Orange Street, New Haven, Conn., U.S.A. 


EXPORT AGENTS PACIFIC COAST AGENTS 
The Export League Berger, Carter & Co. 
29 Broadway, New York City, U.S. A. 150 Beale St., San Francisco, Cal., U. S.A 

















( FOUNDRYMEN and MACHINISTS 


are interested in this Modern Product because it increases 


the quality of their goods; and sawes them a large per 
cent on first cost. 


If you make Brass or Bronze Castings or use Babbitt Mets ~~ you cannot 
afford to be without METALLIC PHOSPHOR We also 
manufacture a very complete line of Babbitt Metals and Vind Bronze. 

Write for complete information. 





Metallic Phosphoro 
is an Improved Spe- THE NEW ERA MFG, CO. 


cie of Posphoro Tin. 820 S. West St. Kalamazoo, Mich. 








(RocHEsTER SNAP ¥ 


ROCHESTER SNAP 
FLASKS 


are lowest in price and highest in quality. 


TheC. upol a Furnace 


written by Kirk, will help 
you out of any mali you 


We know this—Investiga- 9 may have with your cu- 
tion will prove it to you. pola. Price $3.50 post- 
Write today fe r new paid. 


descriptive catalogue. 


(Oo Roches FLASK WHS., THE FOUNDRY 


Rochester, N.Y. } 1064 Rose Bldg. CLEVELAND, OHIO,U.S.A. 
Cencmnuntieantieanianammiaion 
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Ajax Manganese Bronze 





aia 








Sold only in ingots, for propeller 
wheels and castings requiring great 
strength; guaranteed to exceed U. S. 
Government Specifications. Resists 





corrosion. 


The Ajax Metal Co., 


Sole Manufacturers in United States. 


Manufactured under “ Cowles”’ patents, by 


PHILADELPHIA. 








@ 





G®QDHH™H®HHHHHHOHODHOOOOEOHOHHOOOOOOHOOLG®}HOOOOOOOHOG®OGLOHOLHOOO®OQOOOS 


REG TRANE MARKS THE PHOSPHOR BRONZE SMELTINGCO.|[IMITED, 


: ( , ) 


yy) YQ 
SHU iit 2 AUN? 


AEE 








2200 WASHINGTON AVE.PHILADELPHIA. 


“ELEPHANT BRAND PHOSPHOR-BRONZE 
INGOTS,CASTINGS, WIRE,RODS, SHEETS, etc. 


Ss -—— DELIm METAL-— 


CASTINGS, STAMPINGS ano FORGINGS 
ORIGINAL ano So.c MaKERSIN THE U.S. 





‘‘OTIS’’ FIRE BOX PLATES A SPECIALTY. 
Flange Plates, Ship Plates, Tank Plates, Steel Car Axles, 
and Forgings of all kinds. 


Steel Castings from 100 to 75,000 Ib. 


Head Office and Works, CLEVELAND, OHIO. 


Agencies: NEW YORK, Thorpe, Platt & Co., 97 Cedar St, 
ST. LOUIS, C, A. Thompson, 516 N. Third St. 
MONTREAL, Homer Taylor, 183 St. James St, 
SAN FRANCISCO, John Woodlock, 154-156 First St, 








“TRE FOUNDRY 


INSIDE FACTS 


ather together allthe necessary requirements 
fora perfect Air Compressor and you will 
ind them centered in the Rand Machines, 


Durability. Simplicity. 
Efficiency Compactness. 


RAND DRILL COMPANY 





Oil is the base of all successfui core compounds. In 


STERLING CORE OIL 


is found the most economical material for making good free- 
venting cores. 


STERLING OIL CO., - Emlenton, Pa. 




















Pians, Specifications and Estimates Furnished 
for the complete construction and equipment of 


IRON AND STEEL FOUNDRIES 
Buildings, Furnaces, Cupolas, Core Ovens, Cranes, etc., and a Practical System for Costs 


DAVID TOWNSEND 














Phone, Walnut 538 624 Witherspoon Building Pniladelphia, Penna. 
By SIMPSON 
THE IRON FOUNDER teicann 
382 Pages. 300 Illustrattons, Price $2.50. 








Mr Bolland being a practical! foundry foreman and manager, the examples of molding 
and casting to be found in the /rom Founder are records of actual shop methods. Green 
Sand, Dry Sand and Loam Molding are discussed and illustrations shown involving 
nearly every class of castings entering the jobbing foundry. The last part of the book gives 
much general information in regard to the weight of castings, melting points of metals, 
strength of materials, etc. A chapter of 26 pages deals with the pressure to which 
molds are subjected in casting and the weight necessary to overcome this. The average 
foundryman will find these pages of special value. 


THE FOURDET, °°. * ws Ceara, C.. tisk 
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CHICAGO BENCH RAMMER 











Pneumatic time 
and money sav- 
ing appliances 
for the Foundry. 


Write for a copy 
of Special Circu- 
lay 46, illustrat- 
\ing and describ- 
COMPLETE 
PNEUMATIC 
EQUIPMENT 
for the Modern 
Foundry, 


Chicago Pheumatic Tool 
Company 


CHICACO - - - - Fisher Building 
NEW YORK - - 95 Liberty Street 
Branch offices in all the 
important cities 







































Uniform 
Well Finished 
Absolutely Waterproof. 
Fanner Chaplets 
Excel. 





Standard sizes always in 
stock. Special sizes to 
your order—quick. Keep 
a stock of assorted sizes 
onhand. The time saved 
will pay for the chaplets. 
But when you are getting, 


be sure you get 


FANNER CHAPLETS 











ohe 


FANNER 
MFG. CO. 


Brookside Park 


CLEVELAND, OHIO 


Stove Trimmings, Stove 
Scrapers, Stove Rods, 
Stove Bolts. 


Quality first-class and prompt shipment 
guaranteed. Catalogue and prices 
furnished on application. 
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SYRACUSE CORE OILS 


Do any and all work possible for oils to do, and 
are the most economical. ‘*X’’ Brand tor Brass, 


««XX’’ and «« XXX”? tor Grey and Malleable 


Iron. Highly recommended. 


4 


SYRACUSE DRY CORE COMPOUND 


To use in the place of flour, rosin or other 
1 “he Of eee af ala 
compounds. Cheaper and better than the whole 
of them. Bakes in half the time and does not 
blow or absorb moisture. 


SYRACUSE SILVER CORE WASH 
AND FACING 





A pertect adaption for both purposes. x 
73 
Get our prices before buying. Santples 
° 4 yr 7 _ 
gratis tor trial. We demonstrate the efficacy 


C. E. MILLS, Specialist. of our claim. 


C. E. MALS Of. CO, SS Syreces,. BT 




















CARBORUNDUM 
FIRE SAND 


Highly infusible — especially adapted for refractory 
purposes in brass or other melting furnaces, / 


J 


Kokomo, Inp., February 4, a 


Carborundum Company 


Niagara Falls, N. Y. 


Gentlemen: We have made atest of your Carborundum ‘ Fire Sand 
and are pleased to say that it has given Excellent results It i ot 
readily cut away by the molten ash from ou 
naces remain therefore practically free fron 


Very truly, ‘ 
THE HAYNES APPERSON CO 
Elwood Hayne : 


THE CARBORUNDUM COMPANY 


NIAGARA FALLS, ™N. Y. 
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ust Out 


NEW EDITION 
OF 


DENTON 
OUNDRT 
iM 


A complete listfof all 
foundries inthe United 





States and Canada. 
Corrected to January 


I, 1904. 


PRICE $10.00 


Published by 


The Iron and Steel 


Press Co. 


Cleveland, Ohio 























Do not throw 
away your 
profits. 
Get the 


MAGNETIC 
SEPARATOR 


and separate 
the iron from 
your foundry 
refuse, cupola 
drop and slag. 


MUSKEGON, MICcHu., Dec. 7,08 
Barnard & Leas Mfg. Co. 
GENTLEMEN: Weare very 
much pleased with the Sepa- 
rator received from you. The 
same having met our approval 
in the thirty days’ trial. It 
meets all of our requirements 
and in our opinion is a strict- 
ly first class machine for the 
work for which it is designed. 
Yours truly, 
Standard Malleable Iron Co. 


Send for our circular 
**M. M.”’ 


Barnard & Leas 
Mfg. Co. 


Moline, Ill, U. §, A. 
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Catalog 
Now 
Ready ! 


PAECHANICAL ANALYS!S MECHANICAL 
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DON’T HESITATE 


to invest in whatever saves labor. 
Every blow of the hammer on the chisel 
in the old chip, chipping away way of 
cutting gates from castings, trims down 
the margin of profit. 











A SHUSTER POWER or FOOT LEVER 
SPRUE CUTTER > 


operated by one man will do more than‘ 
a dozen men can in the hammer and 
chisel way and the castings will be 
trimmed cleaner and closer. 

We make a specialty of building 
automatic labor saving machinery. 


F. B. SHUSTER CO. 


Formerly John Adt & Son 











NEW HAVEN, CONN. 


“KE ER"S re TS 
ANA Sts 


MECHANICAL ANALYSIS. 





SS pe ~- mimi 


eaveen toons os 4 


Cape 


; —— ‘ 
ian cemmenadiainlis See atl Regulates quality ot 


Iron follow-board with yokes and brass patterns, 
for test bars 4%’ O X 12’ long. 


<c 


EP's 


m 3 cents and 15 min- 
Taper steel scale which measures shrinkage. utes’ 


time each day 
saves hundreds' of 
dollars. 


~ 


4, ‘ 


Iv DINWHDIWS 


castings. 


Accurate in hands of 
any one. 


S ISATNVNGY 


Send for circulars to 


W. J. KEEP, 
Ton Staal DETROIT. - - MICH. 


re “oF “KEERP*’S TESTY OF 





MECHANICAL ANALYS!S a) Oe Oe ANALYS!S 
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BURDICK 
@ SON 


Send your order now for a 


copy of the new edition of 


PENTON’S Manufacturers of 
FOUNDRY Patent Stove 
Dovetails, 
LIStT Hinge Tubes, 


@P Door Catches, @P 
S) 4 and ™" 


Cover Lips, 
Core Chap- 


All Iron and Brass Foundries 


in U. S. and Canada given. 


lets, 
Corrected to January 1, 1904. Sexew titeeitiie 
+ 
etc., etc. 
PRICE $10.00 











The Iron & Steel Press Co. 


Cleveland, Ohio. 


Send for Samples 
and Prices to 


Albany, N. Y. 
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NONE 
SO GOOD 


AS 





Manufactured only by 


BYRAM @ COMPANY 


Incorporated 


DETROIT, MICH., U.S.A. 


Foundry Machinery 




















The Newten Cupola 


GET IT 








Northern Engineering Works 


4 Chene St., DETROIT, MICH. 
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Standard Sand 


Allis-Chalmers Co. 

Messrs. C. M. Foster 
Niles Tool Works Co. 
Robbins & Myers Co. 


Abram Cox Stove Co. 
Oil Well Supply Co. 


The Jarecki Mfg. Co 


The Illinois Steel Co. 
’ The Crane Co. 


veying machinery. 


The Johnson & Jennings Co. - 
Messrs. James B. Clow & Sons - 


Stilwell-Bierce & Smith Vaile Co. 


Stanley G. Flagg & Co. - 


Westinghouse Electric & Mfg. Co. 


T. D. West Foundry Co. - 
Michigan Malleable Iron Co. 
American Car and Foundry Co. 
National Malleable Castings Co. 
International Harvester Co. 


Mixer and Screen Combined 


The only practical mixer on the market; saves labor and material, 
and what is better, saves the loss of cores and helps to make 
better castings. Get in line and do as other leading foundries do. 


SOME THAT HAVE ADOPTED OUR WAY 


- - Milwaukee, Wis. 
Cleveland, Ohio 
Newcomerstown, O. (2) 
Toledo, Ohio 
Hamilton, Ohio (3) 
Dayton, Ohio (2) 
Springfield, Ohio 
Philadelphia, Pa. (2) 


& Co. 





Oil City, Pa. 

Pittsburg, Pa. (5) 
° Erie, Pa. 

Sharpsville, Pa. (2) 

Detroit, Mich. 


Chicago, Il. 
Chicago, Ill. (2) 
Chicago, Ill. 
- Chicago, Il. 


Operators and shippers of all grades of molding sand, designers, 
manufacturers and erectors of all kinds of sand elevating and con- 


Ask for blue prints, circulars, prices, ete. 


THE STANDARD SAND & MACHINE CO. Successors to Standard San’ CLEVELAND, 0. 


& Foundry Supply Company 








Say, 


You are above the average artisan in education 
and culture and stand a better chance to get 
ahead. Cleveland is growing at the rate of 20,000 
Been IT IS HEADQUARTERS FOR THE 

PATTERN INDUSTRY. Akeen pattern-maker 


Pattern just naturally gets rich in a booming city; your 
wife and children have a better chance; you will 
improve your condition but slowly in a small 

town. The writer of this moved in some years 

Makers ago from a smaller town, and knows by ex- 


perience. Are you interested ? 








THE GOBE 


ILLE PATTERN CO. 


THE LARGEST PATTERN WORKS IN THE WORLD 








GIVE YOUR MOLDERS 


DIAMOND 
SNAP FLASKS 








ND you satisfy them. Satisfied molders 
turn out the most castings. Ask forfour 
complete catalogue of Foundry Suppl 


Diamond Clamp @ Flask /Go., 


Richmond, Ind., U. S.A. 











Facings 





made from Sword, Cannon, and Rifle brands of 
Ceylon Plumbago are the high-grade kinds that 
give the most satisfaction. Ask your dealer for them. 


H. Bastian Fernando Henry W. Peabody @ Co. 
Colombo, Ceylon New York Sole American Agents 


Visitors to the St. Louis Exposition should see Mr. Fernando's exhibit in the 
Ceylon Government Building. 
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THE CUPOLA FURNACE 


BY EDWARD KIRK 


460 Pages 73 Illustrations Price $3.50 


NEW EDITION THOROUGHLY REVISED 


In this book a practical man tells in a practical way how 


to manage a Cupola, to get the largest results with the least 
expense. 


One presented to your melter will save bunged up Cupolas 
and will insure “ hot” iron just when it’s wanted. 


FOR SALE BY 


THE FOUNDRY 


1064 Rose Building CLEVELAND, O. 
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| POWER SPRUE CUTTER 


THE TIME WASTED a 


Cutting off castings with any old kind of a sprue 
cutter “kicked” by some one who “gets tired”’ 
quick, would, if saved, soon pay for 


A GOOD POWER SPRUE CUTTER 


Here’s a good one, It is very heavy, has large wearing 
surfaces, cutters will remain in line and make clean, close 
cuts, It is fitted with a very simple clutch, the wearing 
parts of which are made of tool steel. The machine will 
cut a piece equivalent to 34 in. square common yellow brass 
and is guaranteed in every particular. 

Cutters are made of best tool steel 114 x 5¢ in. 


The dimensions are as follows : 


Depth of throat from cutting edge - - - - - - - - = IToin, 
Space up and down back of cutters - - - - - - - - 124% in, 
Height over all - es 2 ee s © we ee es = Ss = 6 2 i. 
Shipping weight - - - - - - - - = - - - 1000 lbs. 


WE MAKE 
FLASKS—GOOD ONES, TOO. 





Benj. Middleditch - Detroit, Mich. | 
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The Battle Creek Sand Sifter 


| @perated by STEAM or AIR 
| The Only PRACTICAL Machine Made 





WE GUARANTEE 
SATISFACTION 
30 DAYS’ TRIAL 


7 


A 
Use them on 


DRY SAND FLOOR 
FACING FLOOR 
CORE SAND FLOOR 


Save time and money 


LARGE SCREEN 18" x 30" 
Manufactured by 


Battle Creek Interior Finish Company 


Write for Prices Battle Creek, Mich. 





— 





EDWARD J. ETTING CO. 


39 Cortlandt St., New York, N. Y. Land Title Building, PHi.apeELpHia, PA 


Foundry, Machine and Railroad Shop 
Equipment and Supplies. 
‘* Pridmore ’’ Molding Machines, for Iron and Brass Foundries. 
‘“ Whiting ’’ Cranes, Cupolas, Air Hoists, and other Foundry Equipments 
‘*Obermayer’’ Foundry Facings and Supplies. 


‘*Hanna’’ Pneumatic Screen Shakers. 








CROIL CHARCOAL FACING 


still holds good as the best core compound Chemically pure and made from hard 
for all purposes. If you don’t think it’s wood only. We grind in any size wanted. 
cheaper, write us. Send for samples. 





FOR SALE BY 


Foundry Supply Houses 
MANUFACTURED BY 
WILLIAMSPORT CHEMICAL CO. Williamsport, Pa. 


MANUFACTURING CHEMISTS 
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THE BUFFALO FOUNDRY SUPPLY CO. 


Manufacture 


Columbian Core Wash 


FOR 


Dry Sand and Loam Work 


Finest and Best Wash Made 














ALSO SELL 


Albany Moulding Sand 


335-337-339-341-343 Babcock St. 
BUFFALO, U.S.A. 

















When You Use 
JELOLUSE CORE COMPOUND 


You obtain the benefit of more desirable features thah 
with any article or preparation used fora similar purposea, 
¥ 7 


Powdered, Mixed and used as Flour. Smokeless, utilizes 
Waste Sand, Highly Efficient and Economical. , 


Particulars and reference from 


NATIONAL JELOLUSE CO., 547 w. 43 St., New York City 











IMPROVED. f 
R FOUNDRY /\ 
Saves you money and 1?) | () | | R 
makes perfect Cores. 


CHICAGO FLOUR CO., 135 Adams St., Chicago 
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‘*The Winner’ Screen 


Screens anything screenable for power or 
hand. Large output. Small power. Ad- 
justable stroke. Only one in its class. 
Especially adapted for Clay, Ore, Sand, 
Gravel and Coal. Can make up to four 
sizes at one operation. Bookleton Request. 


UNITED STATES SANITARY CO. 


WASHINGTON, D. C. 











BUYERS ON THE PACIFIC COAST 


will always find 


Gautier’s BlacK Lead Crucibles 


in stock with 


SEYMOUR R. CHURCH CO. 307 Seneuuis Saeet ye ~— and FounSAN FRANCISCO, CAL, 






































E. A. DEMPWOLF & SONS, YORK, PA., Manufac- 4 CAN SELL YOU o 
turers of the Cuirass Weather and Fireproof steam aa * “a 
: z a ale 7. no matter where s 
pipe and boiler covering ; HYDROFLUORIC ACID poten war 9 Wy tenet «Sy 
for cleaning Iron, Steel and Brass Castings. The Send description, state 
only acid that will clean castings of every particle price and learn how. 
of sand to perfection. Shipped in barrels of about M. OSTRANDER 
400 pounds. 231 North aoauias Bidg., PHILADELPHIA 
Established 1856, 


Crobaugh’s HENRY Maurer & Son, 


Manufacturers of 
Methods of HIGH GRADE FIRE BRICK, 


Chemical Analysis and | 499 past 23rd St., New York City, NLY. 
Foundry Chemistry The labor setting 1ooo fire brick is fully 


70% of the cost of material, irrespective of 
uality ; economy in -he price of material is 

like ‘‘SAVING at the BUNG, to waste at the 
SPIGOT!” 

will give you some pointers on 


mixing iron. You need them, 








and they are yours for a dollar ‘ 
andahalf. Eight shillings to Can you figure 
points in Great Britain. ofAd- up a mixture to meet your re- 
dress your order to quirements from the analysis 
furnished you by the furnaces ? 
Others say that Wangelin’s 
‘* Methods of Calculating Mix- 
THE FOUNDRY tures’’ is a wonderful help to 
1064 ‘Rose Building them. Price, with chart, $1.00. 


Cleveland, Ohio, U.S.A. THE FOUNDRY, Cleveland, O. 
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DG IRON 








If you are not buying from 
us, please send in an order 
and notice the advantages 
obtainable from doing busi- 
ness with the leading Pig 
[Iron house in the world. 
We can supply promptly 
brands containing 


Silicon from .5O0 
to 50.00% 


Phosphorus from 
-09 to 10.00% 


Manganese from 
10 to 80.00% 


Specify what you want in 
quality, grade, analysis and 
fracture. 


We can select for you from 
fifty different brands han- 
dled by us. 





-OINDRY AND 
FURNACE COKE 











Our Coke trade has in- 
creased enormously, and is 
still growing. 


We represent the best pro- 
ducts of the following dis- 
tricts and are prepared for 
orders froma single carload 


up to the requirements of 


blast furnaces. 


Connellsville 
Pocahontas 
Virginia 
Hanawha 
New River 
Alabama 
Tennessee 








PLEASE WRITE FOR PRICES 








Rogers, Brown @ Co. 


NEW YORK 
CLEVELAND 
CINCINNATI 


BOSTON 
PITTSBURG 
BUFFALO BIRMINGHAM 
PHILADELPHIA 


CHICAGO 
aST. LOUIS 


4 


























